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Fig 1 Flow chart of LD-AOD process.

Table 1 Main specification of AOD equipment ,

90—ton AOD
Type Oblique transacted com
Furnace Size 465Tmp X 7924w H
Free board 2515am
Refractory Magnesia- dolami te brick
Blowing method Side blow
T 5pi
Gas Supply uyere pieces
Using gas 01, pure and crude Ar, N:
Flow rate Max. 18N/T an

Table 2 Application of LD~AOD process

Steel Content

Lamellar tearing resistant Nb—-V type
steel

9% Ni steel 9MN i
Boiler tube 2%Cr—1%Mo
High Al steel 4% A1
Non—magnetic steel 19% Mn
High tensile steel Cu—Cr—Ni—Mo—V type
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