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Fig. 3. Solification curve of 20ton carbon steel ingot. 3L ik
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Fig. 4. Staying time of casted steel in temperature
range between liquidus and solidus line.
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On the End Point Temperature and Carbon
Control with Dropping Thermocouple and
Carbon Detector in the Molten Bath of L.
D. Converter during Blowing
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Table 1. Time schedule of LD Furnace operation
at Amagasaki Plant. Kobe steel.
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a . Sampling cup i . Lead wire to recorder
b . Paper tube j - Steel tube
¢ . Paper tube k . Paper tube
d . Pulley 1. Steel weight
e . Lead wire m. Immersioa thermo couple
f . Piano wire n . Lead wire & support
g . Handle o . Refractory
h . Stopper of piano wire

Fig. 1-1. Side view of sampling system.
Fig. 1-2. XX' sectional view of sampling cup.
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Fig. 2. Typical temperature curves of solidifyirgy
and molten steel in L.D. Furnace.
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Fig. 3. Calculated temp. end pt. temp.
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