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Hydrbgen Control of Raw Materials
in an Electric Furnace Steel Plant.
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Table 1. Hydrogen or moisture contents of raw materials.
. » Hydrogen Moisture . .
Samples (ppm) (Wt%) Size (mm) Remarks
75% ferrosilicon 9:8~17"6 — 40~ 60
Low-carbon ferrochrome 4°3~ 6°0 — - 100~150
High-carbon 761851 o 60~100
ferromanganese
Low-carbon 82 _ 25~ 40
ferromanganese
Ferrosilicon-manganese 144 — 40~ 60
Ferrosilicon-chrome 6°0~ 9°4 — 40~ 60
Electrolytic nickel 0°2 — 10 (thickness)| Vactium-heated
Burnt lime — 1+0~10 40~ 60 Burnt in a shaft kiln
Crushed silica-bricks — 3°0~10 20~ 40
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