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Process Practice of High Hot Metal Charging Rate for an
100 t Finger Shaft Arc Furnace at Anyang Steel

Zhu Rong', Wang Xinjiang®, Niu Chongjun'?, Gao Feng' and Hu Zhenbang’
(1 Metallurgical and Ecological Engineering, University of Science and Technology, Beijing 100083 ;
2 No.1 Rolling Mill, Anyang Iron and Steel Co Ltd, Anyang 455004)

Abstract The effect of hot metal charging rate on electric power and oxygen consumption per ton steel, tap to tap
time and melting cost of an 100 t shaft arc furnace at Anyang Steel was analyzed and studied. The oxygen supply intensity
for this arc furnace can reach up to 1.6 m’/(t « min) by using arc fumace wall USTB coherent oxygen supply technology.
The practice effect indicated that the coherent oxygen supply technology could meet the requirement of high hot metal char-
ging rate melting, and under equal hot metal charging rate condition the smelting electric power consumption could reduced

by 25 kWh/t and the smelting cost could decreased by 100 yuan/t.
Material Index 100 t Shaft Arc Furnace, Hot Metal Charging, Coherent Jet Oxygen Lance
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Table1 Equipment and process parameters of shaft arc
furnace
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WITERFHR/(m® - h1) 3000 ~6 000
B R/ (kg » min~!) 5~50
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Fig. 1 Effect of hot metal charging rate of 100 t sheft arc furnace on electric power consumption (a) and oxygen consumption (b) per

ton steel hefore and after using USTB technology, 300 heats
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Fig.2 Effect of hot metal charging rate of 100 t shaft arc fur-

nace on tap to tap time before and after using USTB technology
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Fig.3 Effect of hot metal charging rate of 100 t shaft arc fur-

nace on smelting cost after using USTB technology
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