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The Effect of Pouring Conditions on Large Inclusion in Bottom
Part of Low-Carbon Rimming Steel Ingot

Takami IREDA, Keisuke SumiTomo,

Katsukiyo MARUKAWA, and Satoru URa

Synopsis: S

A-study has been made of the effect of pouring conditions on large inclusions in bottom part of
ingot, the followmg results have been obtained.

1)*"The pouring tempereture has the strongest effect on the amount of large inclusion.
perature becomes lower,(fthe amount of large inclusions increases.

The tem-

2) The rimming ‘time is an important factor next to the pouring temperature. When the rimming

time is short, a largé“amounts of relatively small size mclusmns retain, even if the pouring temper-
ature is sufficiently high.
3) The effect of ingot dimension on large inclusions can not be recognized. Ingot dimension is a
negligible factor compared with two factors mentioned above in the ordinary pouring conditions.
4) Factors influencing the composition of large inclusions were confirmed. The relation, however,
between the composition and the amount of large inclusions could not be observed.
(Received Feb. 26, 1971)
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Table 1. Pouring conditions of tested ingots.
Ingot type Ingot dimension Ladle Ladle Pouring | Hitting
: - - : - analysis | temp. method time
Mark Type Width X Thickness X Height Flatness Weight (%) °C) ( min)
(cm) (t)

H 135x59x 173 2-3 9-5 C

S Open 143 x 79x 230 1-8 17-4 }0:06~0-09 8~21
L 143 % 85 x 240 1:7 | 194 | Mn 1?0 Top

025~035| ;&0 |F g

BS 143 x79% 230 1-8 17-4 S

BL Bottle 143 x 85 x 240 1-7 19-4 | 0-006~ 4~13
BU 110x 85 x 249 1-3 15-6 0-030
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Fig. 1. Effect of the temperature of steel in ladle on the amount of large inclusion
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Fig. 3. Effect of rimming time on the amount of large inclusion in bottom slab.
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Fig. 4. Relation between total large inclusion and
larger inclusion longer than 2 mm.
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Photo. 2. An example of micro-structures on the section of extracted large inclusions.
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Fig. 6. Relation between Mn, Si in mold and MnO,” SiQ; content in large inclusion.
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Fig. 7. Relation between amount of added Al and ALO; content in large inclusion.
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