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be adjusted within £0.01% of the target {C] value.
4.4.3 Addition of other ferroalloys

4.5.2 Amount of phosphorus pick-up

Flgure 15 shows a comparison of amounts of phos—
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and boron were added during the PM treatment as Fe- the argon bubbling process, respectively. The arnount
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molten steel heat loss during the PM treatment is about
25 to 30% less than in the RH process. Compared to the
Figure 17 gives a comparison of the molten steel tem-  RH process, the contact area between molten steel and
perature drop in the PM process and the RH and argon the refractory is small in the PM process and the
bubbling processes. In the PM process, the temperature exposed area not covered with slag also is small.
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4.6 Molten Sieel Temperature Drop
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the same as in the argon bubbling process. When the  refining process excellent also in terms of molten steel
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process is 22°C after 10-min treatment. Therefore, the 4.7 Homogeneity of Molten Steel Due to Mixing
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made into changes in oxide inclusions during treat-  spots in the PM-treated steel is approximately the same
ment, distribution of sulfur spots in slab representing  as that in the RH-treated steel. Thus, the PM process
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Table 6 Quality of products (defect index)

Process PM RH Ar-bubbling
Slivers of Al-killed
4.8 - 1
cold sheat
Inner defects of
0.7 i -

ERW pipe (UST)

6 Refractories for Cylinder

The cylinder used in the PM process is 600 mm in
inside diameter and 3 500 mm in total length, MgO-
Cr,0; bricks with excellent wear resistance are used in

N: gas The others
(5%) N\ ¥ {2%)

Electric
pawer
(8%)

Coke oven gas
(10%)

Refractories
(75%)
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(1) Time required for uniform mixing and amount of phosphorus pick-up due to the pres-

Uniform mixing time is only 100 to 200 sec. This ence of slag are small. The PM process is low in
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steel, in spite of the simplicity of the equipment. surface.

(2) Deoxidation (7} Operations costs
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variations are small. The PM process is very effec- that with RH degassing equipment of the same
tive in improving the cleanliness of molten steel, scale.
and is approximately equal to the RH degassing. (8} Construction costs
process in this respect. The construction cost is 10 to 20% that of RH
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