621.746.047: 620.192.45: 669.184,235 81— A141

=7 9 HEESEE 2 5 7 DI EWE R & 7 ORI R
FEREBMTEGEBNKT  IHKEE IBFE &M F
CHEIMBE  hBMKIA
1 % =

s oO LR L REIICH LI a0, ERCIAHLT. BE2Hr»LREL ClET2C
LB RTH B,

BEEBEMIILATH, BASGEEN A >4 7HPHH I CHECREZI N 2EBEFALEOI KL
bl@%%@ﬁ‘gﬁﬁm$vb%v—ymﬁf&ﬂ?&(ﬁE%®ﬁﬁﬁ%KﬂﬁAféto%@ﬁ
2. HBRONEDHRRBRELIBYLTw 3,

AR, E7 ot 2BONEWERRSE LA T2,

E

2 NHEVERDIZOHOEE §
BEHEMOFE LBt BItE$F0I 563§,

g

EFRrLEFCEL B LENEYEREIESLETS S,
2—1 mWMBEMOBFEEL
BRASROBERLo -0tk BRIt T 2%k free

O DEE & HHEFD = 5 7 HH % B/NRICHE + 2 2 &t S (TFe)e (MnO) ) *

AiftE 25, Lbbd, MHR7 78+ EL L, 2OH% Fig.1 Relation between (T-Fe)+(Mn0) in

OB HICL T 22 OB RL2+2IT5IHEENT &R slag and total [0] in steel.

oo g 100 .
2—-1—1 Bz roa—n k] ol o"“me'ggmm:lep'h
A7 TDBER Ty v dt@nd, fiPLBRERR g ® 300 mm

MK+ B(Figl), o7, BILEOEFHRE > 71cCa0 g sof

©.CaEx ML THEEE+&» 5 2 Lk, HoWmaics € |

AT 2. CAOITDnTR, =5 VELOBELB D, 3

EHETOBE — LKYOMMR 5 VhHERCED TS 2. & 2 —o
2—1—2 HMBEBHDOAr ~7) 7 5 0

omm? mmB  mm@ mm@
NN MEBIZ LY APOREY T L), Single hole two port holes  four port holes
2 - —_ -
nh% ’C‘@ﬁ%i WAL TH L, COBES, x5 70 Fig.2 Relation between homogeneous mixing

. e o e e ) ey o e time and bubbling conditions (The
BAZMEH 27 ) >V BERTH B, R X7 Y >~ 7 ladle water mode?, Reduction :E.ca'le

ZUEREBT o oKkeFT v BICX 5 & Fig2itRr+ 2T 1/10)
(<]
X, BBMY—RETrE»EDITE, 455 > 2% 6l © Ar-bubbiing
@ Non - bubbling

TELLETE{BELTHEBE T LB THY ., E
BHEZ»>2Tna,

WERAr N7 7% +52 L2k, EHICKER
ALOs A EMOF LR R L 1 ALO = 20 ~ 30ppmic §

o
T

(-]
T

3
T

(=]
\

Oecrease ratio of AlsOs
( ppm/min)

fﬁT#é(ﬁgmo:@ﬁﬁ%%u,Dg@anﬁé B % & e % T i
X3, CLAEHEERICIHE LN B, Al20s ~ before bubbling (ppm)

Fig.3 Decrease of Al,03 during
Ar-bubbling in ladle.



81— A 142

2—2 2 F v aBEHOBEL

2—-2—-1 HHEPoHEBRILEIL

HBL 20574 v 2fl0Ary — 0 #Figa (=
Tt SHAEERICHEL T, HAMHOEEENITE
3 BELEE TR D  ALONEHOMINE 2 L,
EERNC T2 5ArBERAEB T2 EVEETH S,

2—-2-—-2 HSMARZ7OEBRABIE

WMASMEABIC LT s MR HBEIM L4 L o 728
5L, ARG I D2 o F 4 v 20KHBLTE v 574
YaRI S ER B, ThABERATRTE — 2 FRITA
VR ICEET L. Al Ca-Mg-—OZRDODEHRRNMEY
bk b ZDEYT4Y 2RO ERRTHALT
7. ELLT. UFTo320ERLEET 3,

i)ayf4v;x5¢5&;z

i)sr7F4va38Es H

i) BYYEr L2714 a2/7xX0d COMBEM; L

P ——BaO) 2 E VAT L2 74 2R 70k
arEpRERAEICL 5 L FighizRg+i o, 207
{VaRFIEE(TRE. DEDVOBETE—L KT
592 2P (BaO)yssgriiah 5, 2O ik, 207
AV 2RI ITDI-ERABRZNAFTEIDTHS, D
i, LAWNE B ERETH L LD, 2T 4
vaNESMOBEFEBNEYR ELOBEELXHFTH S
CENRRING,

Figs 08 %8I 12 T. 2vF 4 223 SE 6™

hicLtHoBEELH - FEE£+Figs TR+, KH
NEPYOKEX L 80~200FBFETH 2, HIEKEWIZ L
BoF4Y 2R35O EALOBREZEMEIN S,
ZoBLSITL, LOBERBOHDTKEN, ’
TN b ONEWEE . Stokes EBICX 2R T OR
BrF R ESWTELBE, o7 4va ) AL
300 ~ 350 m Ul PUTFFEE + 5 BRIRAMEEBIR . 1B LAY = —
AFRIZEELATN 2R OLERTE %,
DEOERIrLRET, RIRNMED L EET 270011
Artsht. BEMEATE # > 7 4 v 2 BE Tl BA 2
EENWIEIZHY, HATOREe v 7/ X FREE
HThbo MFTH, HERIGLT. TOoAXNELEAL
Twnd, L. SOH/E AT/  Ande /X

B DOWISRAREL &, B — P RUIOWMEB = 7 /it
MBI HEBORMMBEIN TN S,

—34—

Fig.4 The effect of Ar shrouding for oxygen
content change during casting.
1.6
O | L=2000 mm
x ® | L=3600mm
- | 2| Bath depth H=610™" O
©
o
E
e 0.8f
E Normal operation
m 0.4}
2 9
~ - e
0 ’Q__QI —Q 1 .. 1
0 20 40 60 80 100
Slag thickness in  tundish ,.£{mm)
Fig.5 The effect of tundish slag thickness

50
Slag thickness in a O| L=2000mm
tundish 60~ 80mm @®|L=3600mm
Ny \
°§ 40 O
©
~
z
8 301
L
E
=4
=
5 20r O
3 N *
2 0 @, o)
\ O\
[ ) (| N .
I' ] ] (b
200 400 600 800 1000
Bath depth H (mm)
Fig.6 The effect of bath depth on spherical

{0) moid- (0] lode (ppm)

or ((0)] :50~90 ppm

50

0 20 30 40

Time from the stort of costing (min)

on the entrainment of tundish slag.

inclusion number in a mold (without
dams )



2-2-3 2 F4vaNNEDELSH

i) 27 4y BB IWK

SIS % 610™ (21 F2 ) b 900™(32 ) T F T
Kb B d o7 ZOKE.Fignor+ Loz, =
— N FIZF BHPOIL ~vE 20 ~30% 85
Ea[EEE & o7

iy 2742808

2oF 4y aNERIADKEFTAIZIRE., £
PF AV 2 DR o i, FARERLER
EnIBITE 7T 4Y 2 XEEBICEET 2 LR
LAY R >T, ZokhzMit L T, BHEEE
MEBT LI ABLRBTA2IENE2 0742 2l
FANENELSHEOES > 1 TH L, Fig8r. = 5
LBESrbREBEL ZBOHRY R+, RO =254

AMHENEHEG . BOFEHITL Y 1004,710Ks « Steel

LINOERITHEEI N T, 2721, CDBAS .
BT Ay 227 7B/ #BETRETH D,
i) 2oF sy 2/ bDAr7Y o
BoF4val—5R L/ A% BLTEIN
LA 2k, 7 AAAEMFICDRESY . 20—
NE T4y 208N EBR LT 5720, KENMEY O
BLAB RS20 YFCREpbes o5
4 Y 2CEBHLTWwE,

2 -3 =—n FIR$OBEAL
EROEFEHL 207 4 v 2l E 2 3 TORESN
ERERAEICLY, =—n F4 o7y 1 NEYERE
DHhOEEOT I LY, FEPrBs-vOoRETH
o E-—NFTOELEMERUTICABZIN S,
1)/ X b OERYT HHRBEEX 2 & I/NE <
LTRHEDORLSBELESITT 5,
i)cv 2 —DBRAZIET 2,
E-AFRNONEYFELIZBEL TR, BE /i
AR B0 ( B85+ 2, Table 142 / < Abt
AR & RN 0BG RIE L OB+ T4, KTFX
DIETTHEDOHIRBIBV, /-, v s —iR
ABLTR, =—2 FBEOAAGER TS 2720,
LEORE / O KB & BRI X O E{kic
AT, - FEBEV ~AHE 2 BIBICER S 2 08
BHbo RINEYEHIIOWTETORN+MA 2,

oxygen

Decrease in

mold (%)

to

from tundish

81— A 143

Bath depth
sof O 6|0 ™m
FAN 900 MM
A
40F P
oH— T
201
%616 20 36 a0 50 &0
Time from the start of casting (min)

Fig.7  The effect of bath depth on the oxygen
level of molten steel.(without dams)

0%

o
o

o
N

inclusion number (N /10 kg — steel )

o

Extracted

0

Bath depth 6l0™m | O without dam
® with dam

| o ©
O
Do
[}
o of .
8
e °
®

Normal operation

10

L 1 i
0O 20 40 60

Slag thickness in

80 100 120
tundish (mm)

Fig.8 The effect of dam of the extracted
inclusion number.

Table 1

Effect of port angle 6n quality of
cold sheet (Casting Speed 1.1m/min.)

Defect ratio (%)
Port
angle coused by Al20s coused by powder
0° 0.39 1.20
5° 0.62 0 00
10° 1.05 0 00
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