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Development of Quality Control System for Sintered Ore
Kiyohiko KAWAGUCHI, Kiyotaka INADA, Shun SATO and Shusuke YUMOTO
Synopsis :

The quality measurement system has been developed in order to control RDI (Reduction Degradation
Index) of sintered ore. It consists of the measurement systems of free carbon contents from an exhaust
gas analysis, FeO contents in raw materials, particle size distribution of coke breeze and FeO contents in
sintered ore.

After sufficient results were obtained about each measurement system, these systems were adopted in
sintering plant as a total system. As a results, the quality indices of RDI of sintered ore can be controlled

fairly stable by making use of this system.
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Fig. 2. Demonstration results of free carbon
content presumption system.

Table 1. Repeatabilities (24h) of
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Fig. 3. Schematic diagram of measuring sytsem
for particle size distribution of coke breeze.
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Fig. 16. Influence of FeO content according to
particle size distribution of sintered ore.
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Fig. 17. Relationship between particle size
distribution and percentage of water content
of coke breeze.
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