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ABSTRACT

In this work, optimization of slag practice in the refining of grain oriented silicon steels and
ultra-low carbon steels, as adopted in some of the steel plants in Brazil, has been described.

The influence of physicochemical characteristics of the slag for obtaining desired results, in
terms of quality of steel produced, has been highlighted.



1 - Introduction

It is well known that optimization of process variables in any industrial operation is very
essential to obtain quality product with high productivity. In fact, due to stringent

requirements in respect of quality and global competition it is all the more important that the
an understanding of the various physicochemical parameters affecting the process are

controlled rigorously to attain this goal. Besides technical economical and commercial
considerations, in the present times, the environmental aspects also have to be considered to

comply with the standards for emissions rejects etc. from the process..
The procedures for optimizing the process parameters vary from plant to plant depending on

the raw material quality and the type of equipment and infrastructure. Even under limitations
with respect to these it is possible to optimize the parameters to obtain good results. .In the

process of steel making there is the primary stage where using the raw materials available one
is in a position to optimize the variables to produce steel say through blast furnace and LD

routes. ,However the task of achieving the final quality/specification of the product depends
essentially on secondary refining. It should be remembered that this stage is fairly complex as

there is a great a range of products and specifications, requiring diverse facilities and
operation procedures , as we have to deal with complex multiphase multi component systems

Control and varying the process parameters would naturally depend upon the melt shop
facilities and monitoring and sampling procedures for various parameters in addition to the

experience of the operator, which is also very important.
.

Actual melt shop facilities would define the type of steel grades that can be produced. For
example with a RH degassing facility there is a possibility to produce ultra low carbon steel

without much difficulty. In addition, .heating capacities, vacuum levels etc. also are
parameters determining the type and grades of steel that can be produced. Even if one has

sophisticated analysis and monitoring procedures sampling at the wrong moment is not likely
to give good results. Too early sampling will lead to unreliable values representing

intermediate non-equilibrium state in the system. On the other hand late sampling may result
in delays complicating the schedule of production

The more common measured data available to the operator, are the steel temperature and

composition and the dissolved oxygen . In vacuum treatments the vacuum levels and the
outlet gas composition are known from which it is possible to predict carbon levels .

Reliability of the slag data obtained from samples would depend upon how the samples
have been taken from the melt. For example in ladle furnace or RH degassing ladle, it is

necessary to see that the sampling method does not pick up only the liquid fraction as this will
lead to erroneous results in the case of essentially foaming slags.. The slag height is also

dynamic and it is advisable to get samples at different levels to get more reliable data in
respect of chemical composition. However slag properties ,such as activities of components,

viscosity among others, cannot be evaluated in the short time interval for the refining
process. Here comes the experience of the operator handy. With experience it is possible to

evaluate some of the process conditions, like slag fluidity, slag thickness, steel motion
intensity and patterns. Besides , based on historical data of similar heats, he can roughly

estimate properties and foresee results, like, alloy yields, inclusions removal rates, lining
wear, etc. Although these personal inputs in many cases are able to achieve acceptable results

presently market conditions are exigent about stringent quality control, more precise inputs
and efficient tools are needed to obtain optimum results. .The effectiveness of any optimizing



condition is the reproducibility of results under those conditions. This can be achieved by
modeling and optimizing the slag practice employing principles of thermodynamics and data

on physicochemical characteristics of the slag..

2 - Process analysis

Figures 1 and 2 shows both the model operation scheme and the links between processing
steps. .Various thermodynamic, kinetic as well as heat and mass transfer and fluid dynamic

together with empirical and physical modeling data, concepts and correlations in respect of
the secondary refining process were collected on the basis of an extensive literature survey

were collected and used to develop a computer algorithm for the optimization of slag
characteristics for refining procedures for different steel grades.1-12

The optimizing operation is carried out on in two stages.. The first one involves a
preliminary determination of a synthetic slag to be used as starting reference. For that the

inputs about steel specifications and actual values were taken from available data on heats
over a period of time ( current standard practice). From the final desired steel composition,

the correspondent final slag composition is estimated. considering only its main components,
namely CaO, SiO2, Al2O3 and MgO . The pseudo ternary and quaternary systems are

established with the help of available diagrams. Phase diagrams are always employed and
also others having activity viscosity sulphide capacity data depending upon the type of

application and main requirements of the product. Should sulfur level is the main concern, Cs
diagrams would be helpful. If inclusion removal is aimed, activities diagrams are considered

and so on. .All the data for the diagrams are stored in the computer. Once this slag is
established, components corresponding to deoxidation products, carryover slag and lining

material are adjusted to get the composition of the initial synthetic slag. The adjustment
involves removal in the inverse order of the normal sequence of the process. The model

recalculates the slag by simple mass.balance. The, composition and the amount, thus
obtained, are included in the initial data .In the operation of the main model, the process is

divided in stages, that are selected so that, each one, includes well defined steps of actions.as
given in table 1

From the simulation trials for the above stages in the case of a medium carbon, aluminium

killed steel, different characteristics of the slags resulting in the 4 stages can be correlated
.Figs 3-6 give an idea about the variation of different characteristics of the slag during the

above 4 stages C1,C2,C3,C 4.

The variation of relative composition of CaO-SiO2-Al2O3 components only constituting about
77%of the total slag is given in Fig.3 . It can be seen that alumina activity steadily increases

through the stages C1-C4 due to absorption of inclusions formed during the deoxidation of the
melt with aluminum and correspondingly there is a decrease in the CaO activities. In Fig 4 a

variation of Oxygen content of the metal with molfraction of FeO is represented. It can be
noted that there is a gradual decrease in the oxygen content of the metal from initial to the

final stages., whereas from Fig 4 b it is evident that with the decreasing oxygen content, the
interfacial tension between the slag and metal increases ,facilitating elimination of inclusions

and their absorption in the top slag. Fig.4c gives the variation of water capacity (CH2O) with
coefficient for hydrogen partition (LH). LH continuously decreases during the 4 stages. This

implies that the hydrogen content of the metal may increase. However this is not the main
concern in this type of steel. From Fig.4 d, it can be seen that the sulphide capacity of the

slag in the C1 stage is low and with the addition of the synthetic slag this increases but
decreases again in the C3 and C4 stages, when Sulphur and Al2O3 get absorbed in the slag.



Fig 4 e gives the relation between corrected optical basicity(L) and viscosity of the slags at

the melting temperature(hm). Viscosity increases from C1 to C4 due to absorption of Al2O3.
The efficiency of desulfurization relative to the original sulfur content of the metal is plotted

as a function of thermodynamic and kinetic factors (3) namely , l(product of the equilibrium
sulfur partition coefficient and slag specific consumption � kg/kg) and B( product of kinetic

parameter defined by ks and contact area of slag metal interface per unit volume of metal)
for all the 4 cases, in fig 5 a . There is an increasing tendency from C1 to C4 ,although there

is a discrepancy with respect of C2 and C3, which might have been caused by stirring effects.
Fig 5 b shows the variation of the metal slag wetting angle which confirms the improvement

inclusion absorption ability of the slag from C1 to C4 The Fig 6 gives an idea about the
melting points of theses slags, showing an increasing tendency from C1 through C4. This is

to be expected due to the absorption of the Alumina resulting from deoxidation, by the slag.
Fig.7 gives an estimate of inclusion size computed at a certain point of time as a function of

height of ladle using Stokes equation for the case C4. Large inclusion sizes get removed
rapidly and tend to accumulate near the top of the ladle

The computer code developed is in a position to consider other kinds of inputs at the control

desk and the nature of the possible actions. For this purpose, �windows�, i.e., entrances to
the model are provided. For example, the amount of solidified slag, calculated with the help

of the �thermal model� can be manually removed from the system and the residual liquid slag
is automatically recalculated ( amount and composition)

3 - Case Studies

Procedure above described for the medium carbon steel can also be applied to refining of

other grades of steel such as ultra low carbon steel and silicon added grain oriented steels. In
the following some of the aspects of refining of theses grades are described. .

a) Grain Oriented Silicon Steel

The main steps, from teeming up to the end of the ladle furnace process, are shown in figure 8

The main aspects that must be controlled and adjusted are silicon, carbon, sulfur, manganese
and aluminum levels .Depending on the steel grade the silicon content ranges from 0,8 to

4,8%.The sulfur must be maintained into a narrow range and neither too low nor too high
level can be surpassed. The carbon content is below 0,05% and the aluminum and manganese

contents must be maintained at very low levels. Besides that, the cleanliness must be high .All
these constraints are due to the required magnetic characteristics. One of the problems which

differentiates this steel grade is the high activity of silicon in metal due to which both Al and
Mn are very easily reduced and hence the content of aluminum and manganese species in slag
must be maintained as low as possible. Another concern is the ability of the above slag to

desulfurize, as far as it is conditioned to absorb inclusions. When the synthetic slag is mixed
with the BOF carry over slag and other slag formers the resulting slag should satisfy these

requirements. Another important aspect is the moment of synthetic slag addition. All other
conditions are same as in the normal practice described before.

Some relevant results of optimization are shown in figure 9. There is a substantial

improvement in the process in respect of sulphur range , sulphur yield combined with lower
Carbon , Aluminum and Titanium. Hence the proposed procedure on the basis of simulation

is being adopted in the current practice.



Some of the properties as in the case of medium carbon steel described above are highlighted

in table 2, for each step of the process, although some of the parameters listed do not have
direct significance to the process. For evaluation of some of the parameters such as interfacial

tension or sulphide capacity more than one equation was used for different ranges of
compositions and this resulted in a variation in values .Equations used for calculating the

parameters were taken from the respective references. However representative values had to
be chosen applicable in a particular range.

b)) Ultra low carbon steels (IF)

The sequence of IF steel ladle treatment and a comparison between the actual values obtained
and results of simulation are represented in figure 10. Actual composition values ( for C1

and C4 only) are in good agreement with the predicted values.

.The main concerns for achieving the aimed properties in the product are besides the very low
levels of carbon and nitrogen, the low levels of residuals and non-metallic inclusions.

From the slag side, this means, properties that prevent the pick up of carbon and nitrogen and
an excellent ability of absorbing inclusions. The inclusion level in steel must be below 50ppm

(OT ) and its size below 50m .As the metal is Al deoxidized , the main inclusion type is

alumina. In principle, the process conditions do not favor inclusion removal. The stirring time
after aluminum addition is short, and the motion patterns are a consequence of the circulation

in the RH vessel and does not take into account the inclusion flotation factor. In other words,
one has to take advantage of the available motion, independent of whether it is good or not for

promoting slag-inclusion contact. To counteract that, the slag characteristics must be highly
favorable for absorbing inclusions. This means a sufficiently fluid slag, with a suitable

melting point, low alumina activity, with high metal-slag interfacial tension, with low FeO.
This slag must be formed as early as possible, i. e., it must be ready at the very beginning of

the vacuum treatment. In other to achieve these goals, a synthetic slag was designed with the
help of the model, and also the right moment for addition of the same to achieve satisfactory

results. The industrial trials are in progress. Slag composition obtained through application of
theoretical principles, are fitting well with the actual slags as well as the inclusions levels.

This means that both the optimization procedures with the help of the computer code as
described earlier is reliable . Some of the properties as in the previous case described above

are highlighted in table 3, for each step of the process, although some of the parameters listed
do not have direct significance to the process. In some cases such as evaluation of interfacial

tension different equations were used due to changing compositions of the slags and the
validity range of the equations. Equations utilized for the calculations were taken from the

respective references. Contact angles for the slag compositions C1-C4 are also given .In
figure 11 fusion temperature of theses slags are represented. In figure 12 a comparison of

inclusion contents in the old practice (Avg.2# ) , the present practice (Avg1#) and the
prediction of model optimization( Test) are given. The latter is close to the present practice

and it is intended to make more runs and improve this further.
The work being developed hereafter has the objective to achieve inclusion levels below the

actual levels attainable at present. As mentioned before, this search is not limited to slag
practice only but in all other procedures to ensure production of a clean steel.



4 - Conclusions

The results obtained in relatively complex steel treatments suggest that simulation based on

the computer code developed is a reliable procedure for optimizing the characteristics of the
slag in refining operations .Fundamental data and research work carried out in evaluating the

physicochemical characteristics of the slag over the years can be used with advantage for
control and optimizing operations in secondary steel making of the slags Slag optimization

during refining process is an evolutionary operation aimed at producing clean steel
maintaining the composition limits for the steel.

5 - Acknowledgements

The authors wish to acknowledge the technical administrative personnel of the steel division
of Acesita and Usiminas, Brazil, for all the help and cooperation given in the preparation of

this paper

6 - References

1- Slag Atlas � Phase Diagrams - Sulphide Capacities, Viscosities, Surface Tension,

Activities Diagrams - Verlag Stahleisen M.B.H. Düsseldorf , 1995
2- Elliot, J.F., Gleiser, M., Ramakrishna, V. � Thermochemistry for Steelmaking � Vol 1 and

2 � The American Iron and Steel Institute , 1963
3- Riboud, P.V. � Short Course: Refino secundário do aço � ABM � Associação Brasileira

de Metais , Vol I and II , 1986
4 � Turkdogan, E.T. � Physicochemical properties of molten slags and glasses � The Metals

Society , 1983
5 � Fruehan, R.J. � Ladle Metallurgy Principles and Practices � Iron and Steel Society/AIME,

1985
6 � Ray, H.S. � Kinetics of metallurgical reactions � Oxford & IBH Publishing Co. PVT.

Ltd., 1993
7 � Deo,B., Mazumdar, D., Chakraborti, N. � Modeling and Simulation on Iron and

Steelmaking � REM � Revista da Escola de Minas � Editora Graff Cor Ltda , 1998
8 � Silva, I.A., Silva, C.A., von Krüger, P., Seshadri, V. � Um estudo da escorificação de C

CaO em escórias de refino � Proceedings: 54º Congresso Anual da ABM, 1999 , Chap. 2,
p 56

9 - Silva, I.A., Silva, C.A., von Krüger, P., Seshadri, V., - Dessulfuração do gusa e do aço:
Uma análise da influência do comportamento térmico do sistema.-. Proceedings: 54º

Congresso Anual da ABM, 1999 , Chap. 22, p 1416
10 � Riboud, P., Vasse, R. � Déssulfuration de l´acier en poche: synthèse des

théoriques et industriels � Revue de Métallurgie-CIT , Nov 1985, p 801
11 � Sommerville, I.D. - The measurement, prediction and use of capacities of metallurgical

slags � Proceedings: Scanninjet IV , Lulea , 1986 , p 8.1
12 � Tsao, T., Katayama, H. G. � Sulphur Distribution between liquid iron and CaO-MgO-

Al2O3-SiO2 slags use for ladle refining � Transactions ISIJ, Vol 26, 1986 , p 717



13 � Suito, H., Inoue, R. � Thermodynamic assesment of Hot Metal dephosphorization with
MnO containing BOF slags � ISIJ International, vol 35, No 3, 1995, p 258

14 � Bergman, A. � Representation of Phosphorus and Vanadium equilibria between liquid
iron and complex steelmaking type slags � Transaction ISIJ, vol 28, 1988, p 150

15 � Kirner, D., Janke, D. � Phosphate and Phosphide capacities and Phosphorus distribution
Slag Atlas - Verlag Stahleisen M.B.H. Düsseldorf , 1995, p 268

16 � Ban-Ya, S., Hino, M., Nagasaka, T. � Estimation of water vapour solubility in molten
silicates by quadratic formalism based , Vol 33, No 1, 1993, p 12

International, Vol 33, No 1, 1993, p 12
17 � Mills, K., C. � Viscosities of Molten Slags -� Slag Atlas, Verlag Stahleisen M.B.H.

Düsseldorf , 1995 , p 349
18 � Keene, B., J. � Surface Tension of slag system - Slag Atlas - Verlag Stahleisen M.B.H.

Düsseldorf , 1995 , p 403
19 � Sun, H., Nakashima, K., Mori, K. � Interfacial Tension between molten iron and CaO-

SiO2 based fluxes � ISIJ International, Vol 37 , No 4 , 1997, p323
























