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Mizushima Works of Kawasaki Steel Corporation is the only plant in the world where basic oxygen processed

molten steel is used to cast ingots for forgings.

In this report, features of steelmaking process and internal

soundness of large ingots are explained in regard to forging ingots for pressure vessels, chemical plants, rotor

shafts and nuclear power plant compeonents.

been developed for pressure vessel application.

The report also discusses large hollow ingots which have newly

The special core shape adopted for the hollow ingot casting

results in a decreased segregation due to the thin wall thickness of the ingot. Hollow ingots up to 140t in weight

have been much appreciated by many users. As for the ingots for turbine rotor shafts, BOF-EF-LRF process

has made it easy to achieve [P + S] content below 0.005%, together with decreased contents of other impurities,

resulting in a superior resistance against temper-embrittiement.
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