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Abstract: Based on the Ø195 mm round bloom continuous casting of oil pipe steel, a two dimensional
thermal-mechanical coupled model has been developed to investigate the deformation behavior of
round bloom during soft reduction (SR) in the reduction force mode. Good agreement was achieved in
surface temperature, shell thickness and contact zone width from modeling and measurement. Under
the same reduction force, the reduction amount of round bloom at the front unit is much larger than
back unit. Moreover, due to its higher temperature and lower center solid fraction, the deformation
penetration before solidification is much stronger than that after solidification. Considering the
limitation of the round bloom ovality, the maximum allowable force in reduction unit is calculated.
According to the simulation results, a multi-unit soft reduction plan was proposed and carried
out on the Ø195 mm round bloom. After the reduction process of No.1 to No.3 withdrawal units,
the shrinkage porosity in the center of the round bloom was almost vanished, while the number
and size of spot segregation were significantly reduced. Moreover, the oil pipe produced by the
round bloom with SR got a better resistance to sulfide stress corrosion (SSC). It indicates that SR is an
effective technology for the round bloom to control the shrinkage porosity and spot segregation in
the continuous casting.

Keywords: soft reduction; round bloom; shrinkage porosity; spot segregation; oil pipe steel;
continuous casting

1. Introduction

Oil pipe steel is widely used to produce petroleum pipe in oil exploration, exploitation,
and transportation [1]. With the gradual depletion of shallow oil resources, the deep and
ultra-deep oil and gas wells have been drawing increased attention in recent years. To better
serve in the extreme high temperature, high pressure, and wet hydrogen sulfide (H2S)
environment, higher quality requirements are put forward for the oil pipe steel, especially
its raw material, continuous casting round bloom [2]. The shrinkage porosity and spot
segregation defects in round bloom are difficult to eliminate through hot rolling and heat
treatment, which will cause the formation of inhomogeneity structure in the final oil pipe
product, resulting in the early failure due to sulfide stress corrosion (SSC) [3]. Therefore,
it is extremely important to effectively control the shrinkage porosity and spot segregation
in the continuously cast round bloom of oil pipe steel.

Shrinkage porosity occurs at the last stage of solidification in continuous casting,
where the contraction of the central matrix cannot be fed completely by upstream molten
steel due to high solid fraction [4]. Industrial practice has shown that soft reduction (SR)
is an effective technology to compensate for the contraction and alleviate porosity in the
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continuous casting billet [5–9]. Thome [7] carried out SR on the 150 mm × 150 mm billet
of 54SiCr6 steel, and found that the central porosity was obviously improved with 9 mm
reduction amount. Rogberg [8] implemented SR on the 265 mm × 365 mm bloom of
AISI 316 stainless steel, and the results showed that 5.5 mm reduction amount made a
substantial closure of visual center porosity on the longitudinal samples. In our previous
research [9], the shrinkage porosity in 180 mm × 240 mm bloom of tire cord steel was
improved remarkably by 6 mm total reduction amount.

Spot segregation is mostly observed in the equiaxed region of continuously cast prod-
ucts. In the later stage of solidification, the negative pressure generated by the shrinkage
of the matrix draws the concentrated molten steel surrounding the dendrites into a large
cavity and then the spot segregation forms [10]. The SR at solidification end is regarded
as the high efficiency method to control the spot segregation in the cast billet. Kojima [11]
adopted continuous forging process on the 270 mm × 340 mm bloom in 0.27% C steel.
The spot segregation above 300µm completely disappeared, while the number of spot
segregation below 300µm greatly reduced. Nabeshima [12] obtained a similar conclusion
for the 400 mm × 560 mm bloom, and found that forging at the center solid fraction of 0.87
is better than 0.92 for improving spot segregation.

The explanation on the control of shrinkage cavity and spot segregation in continuous
casting by SR is the extra compensation by the withdraw units, closuring the shrinkage
and preventing the suction flow of the residual melt [13]. However, unlike the rectangle
billet or bloom, SR has not yet been widely used in round products. Rauter [14] applied SR
on Ø230 mm round billet of high carbon steel by double-roll segment. The V-segregation
and central porosity were almost vanished. Wimmer [15] conducted SR investigation on
Ø800 mm round bloom with newly designed three-roll-segment in vertical continuous
casting, and the central quality was improved remarkably. Although the positive effects of
SR on the quality of round bloom are observed preliminarily, the deformation permeation
parameters and features during the reduction process have not been reported.

In the present work, the deformation behavior of round bloom during SR has been
investigated by a two dimensional thermal-mechanical coupled model. The proper reduc-
tion zone, the reduction amount and ovality of round bloom, the deformation of central
porosity zone, and the suitable reduction force distribution were calculated and discussed.
Based on these simulation results, a multi-unit soft reduction was carried out on a Ø195
mm round bloom of oil pipe steel, the central shrinkage porosity and spot segregation
defects were effectively controlled.

2. Model Description
2.1. Simulation Conditions

Figure 1 shows the configuration of the continuous caster. It contains one water
cooling zone and three air-mist cooling zones. Two electromagnetic stirrers are installed
in different positions along the casting direction. There is a total of five withdrawal units,
No.1 to No.5. In the present work, the diameter of the continuous casting round bloom
is 195 mm. The steel grade is C110 oil pipe steel, contains 0.2C, 0.22Si, 0.48Mn, 0.5Cr,
0.66Mo, and 0.1 V(wt%). The liquidus temperature is 1511 ◦C and the solidus temperature
is 1445 ◦C.

Based on some reasonable assumptions [9], a two dimensional thermal-mechanical
model has been established to simulate the solidification and the reduction process of the
round bloom during the continuous casting. The calculation domain is one quarter of the
transverse section of the round bloom, as shown in Figure 1.
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where λ  is thermal conductivity, r  and θ  are polar coordinates, T  is tempera-
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2.2. Heat Transfer Model

The heat conduction formula, Equation (1), is used to solve for the temperature field
of round bloom in the polar coordinate system [16]:
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∂θ2 = ρCe f f vcast

∂T
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(1)

where λ is thermal conductivity, r and θ are polar coordinates, T is temperature, ρ is density
of steel, vcast is the casting speed, Ce f f is equivalent specific heat, z is the distance from the
meniscus.

Due to the different cooling mode in continuous casting, the boundary conditions
of heat transfer are divided into three parts: mold zone, secondary cooling zone, and air
cooling zone. The heat flux could be calculated as follows:

In mold zone [17]:

qmold = 2, 680, 000− b
√

z
v

(2)

b =
1.5× (2, 680, 000− q)√

Lm/v
(3)

q =
Cw ×mw × ∆T

Se f f
(4)

where qmold is the heat flux in mold, b is the intermediate variable; z is the local distance to
the meniscus, v is the casting speed; q is the average heat flux in the mold zone, Lm is the
effective length of the mold; Cw is the specific heat of water, mw is the water flow rate for
the mold cooling, ∆T is the temperature difference of the mold cooling water, Se f f is the
effective area of mold.

In secondary cooling zone:

qsec = hsec

(
Tsur f − Tamb

)
(5)

where qsec is the heat flux in second cooling zone, Tsur f is the surface temperature of round
bloom, Tamb is the ambient temperature, and hsec is the equivalent convection coefficient
related to water flow w which can be estimated by [18]:

Water spray region:
hsec= 0.42w0.351 (6)
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Air-mist spray region:
hsec= 0.13 + 0.35w (7)

In air cooling zone:
qair = σε

(
Tsur f

4 − Tamb
4
)

(8)

where qair is the heat flux in air cooling zone, Tsur f is the surface temperature of round
bloom, Tamb is the ambient temperature; σ is Stefan-Boltzmann constant; ε is the emissivity
of steel.

2.3. Deformation Model

The two dimensional thermal-mechanical model is one-way coupling scheme. The tem-
perature field calculated in the heat transfer model was added to the mechanical model
as an initial condition. Because the stress environment in round bloom is quite diverse,
the following assumptions are made in the present model: (1) The plain stress condition
is satisfied. (2) The ferrostatic pressure is applied to the element at the solidification front
before complete solidification. (3) The reduction roll is regarded as a rigid material. (4) The
solidified shell is considered to be an elastic visco-plastic material, and the total strain rate
could be divided into elastic, inelastic, and thermal components,

.
ε =

.
εel +

.
εin +

.
εth (9)

.
εel =

εel(Tt+∆t)− εel(Tt)

∆t
(10)

.
εth =

TLE(Tt+∆t)− TLE(Tt)

∆t
δ (11)

where
.
ε is the total strain rate,

.
εel is the elastic strain rate,

.
εin is the inelastic strain rate,

.
εth is

the thermal strain rate; εel is the elastic strain, ∆t is the time interval; TLE is the thermal
linear expansion, δ is the Kronecker delta.

The inelastic strain includes the combined effects of plastic strain and creep. The in-
elastic behavior of each phase is described by its own constitutive model. The unified
constitutive model developed here uses the instantaneous equivalent inelastic strain rate,
.
εin, as the scalar state function, which depends on the current equivalent stress, temperature,
steel carbon content, and the current equivalent inelastic strain, which accumulates below
the solidus temperature [19]. A power-law model based on the tensile test measurements
by Wray [20], was developed to model the behavior of δ-ferrite, given as follow [21]:

.
εin−δ(1/s) = 0.1Fδ|Fδ|n−1

Fδ =
Cσ

fC

(
T(K)
300

)−5.52
(1+1000|εin |)m

FC = 1.3678× 104(pct C)−5.56×10−2

m = −9.4156× 10−5T(K) + 0.349501

n =
(
1.617× 10−4T(K)− 0.06166

)−1

(12)

where
.
εin−δ is the inelastic strain rate of δ-ferrite, σ is the equivalent stress, εin is the inelastic

strain, pct C is the carbon content, T is the temperature; Fδ, fC, m, n are empirical functions
of temperature or steel grade.

The particular model below was chosen to match tensile test measurements of Wray [22]
and creep test data of Suzuki [23] for plain carbon steel in the austenite phase [19]:
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.
εin−γ(1/s) = fpct|Fγ| f3−1Fγ exp

(
−4.465×104

T(K)

)
Fγ = Cσ− f1εin|εin| f2−1

f1 = 130.5− 5.128× 10−3T(K)
f2 = −0.6289 + 1.114× 10−3T(K)

f3 = 8.132− 1.54× 10−3T(K)

fpct = 4.655× 104 + 7.14× 104(pct C) + 1.2× 105(pct C)2

(13)

where
.
εin−γ acts as the inelastic strain rate; Fγ acts as a strain-hardening back-stress term

to achieve the Bauschinger effect, f1, f2, f3, fpct are empirical functions of temperature or
steel grade, C is equal to 1 for tensile strain or −1 for compression strain. The accuracy of
the constitutive equations applied here have been validated by the predicted relationship
between strain and stress under different temperatures in the reference [19].

2.4. Material Properties

Figure 2 shows the faction of liquid phase, δ-Fe, γ–Fe and solid phase as a function of
temperature during solidification by a micro-segregation model [24].
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The equivalent specific heat is introduced [25], as shown in Equation (14):

Ce f f = Cp − L f
∂ fs

∂T
(14)

where Ce f f is equivalent specific heat, L f is the latent heat, fs is the solid fraction, and Cp is
specific heat, which can be calculated by follows:

Cp = Cl
p fl + Cδ

p fδ + Cγ
p fγ

Cl
p = 824.6157

Cδ
p = 441.3942 + 0.17744236769 · (T + 273)
Cγ

p = 429.8495 + 0.1497802 · (T + 273)

(15)

L f =
n

∑
i=1

XiLi, f (16)

where L f is the latent heat, the sum of the product of the latent heat of each element
constituting the alloy and its mass percentage.
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The temperature-dependent conductivity is determined by the solid fraction and
conductivity of each phase [26]. The convective heat flow in the liquid region is simplified
by multiplying the thermal conductivity λL by m, where m = 3~7.

λS = 18.4 + 0.0096T
λ fs = (1− fs) · λL + fs · λs

λL = 32m
(17)

The density for each phase is calculated by the following equations [27]:

ρl = 7100− 73.2(pct C)− (0.828− 0.0874(pct C))
(
T
(◦

C
)
− 1550

)
ρδ =

−0.4742T(
◦
C)+8010.71

(1.0−0.01(pct C)(1.0+0.01343(pct C)))3

ργ =
−0.5091T(

◦
C)+8005.91

(1.0−0.01(pct C)(1.0+0.008317(pct C)))3

(18)

For mixed phases, the density is calculated by a phase fraction weighted average
method. The Thermal Linear Expansion (TLE) function is then obtained by:

TLE =
3

√√√√ρ
(

Tre f

)
ρ(T)

− 1 (19)

where Tre f is the reference temperature. The liner thermal expansion coefficient (α) is
defined as follows:

α =
d(TLE)

dT
(20)

The temperature-dependent Young’s modulus is obtained by [28]:

E = 968− 2.33T + 1.9× 10−3T2 − 5.18× 10−7T3 (21)

The Young’s modulus of the liquid phase is supposed as 1 GPa. The Poisson’s ratios
are calculated by Equation (22) [29]. The Passion’s ratio of the liquid phase is assumed
as 0.4999.

υ = 0.278 + 8.23× 10−5T (22)

3. Simulation Results

3.1. Model Validation

The Ø195 mm round bloom of C110 steel is cast at a casting speed of 1.7 m·min−1

and a casting temperature of 1541 ◦C. The location of white band caused by strong elec-
tromagnetic stirring is used to verify the heat transfer model. Figure 3 shows the surface
temperature and shell thickness in modeling and experiment. It is evident that the predic-
tion of the model matches well with the measurement.

In the previous work, this thermal-mechanical model has been verified by a SR process
in the Ø690 mm round bloom continuous casting. With a reduction amount of 45 mm,
the predicted horizonal diameter is 714 mm, agrees well with the measured result 710 mm,
and the relative error does not exceed 1%. After this validation, the model was used
to simulate and analyze the SR process in Ø195 mm round bloom continuous casting.
Figure 4 compares the contour shape of Ø195 mm round bloom after the reduction process
in simulation and experiment. The width of the contact zone between roll and round
bloom in simulation is 28 mm, and the measured result is 30 mm. The length of the
horizontal and vertical diameters in modeling are 197 mm and 190 mm, respectively, while
the experimental values are 199 mm and 191 mm. It is obvious that the deformation results
from the model and experiment are in good agreement.
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3.2. Heat Transfer Result

3.2.1. Shrinkage Porosity Zone

Figure 5b shows the temperature distribution of Ø195 mm round bloom with a center
solid fraction of 0.3. The color part in the center is the mushy zone of round bloom,
while the gray part is the solidified shell. When the center solid fraction is above 0.3 [30],
the solidification shrinkage of mushy zone cannot be fed completely by the upstream
liquid steel. Then the porosity occurs within this zone in the shape of a large cavity in the
center or several medium- and small-sized cavities in the central region. According to the
simulation result, the porosity zone of the Ø195 mm round bloom is a circular zone with a
radius of 10 mm. In fact, this zone is consistent with the observation in the round bloom,
as shown in Figure 5a. In the follow section, the above domain is selected when discussing
the deformation behavior of the porosity zone in the round bloom.
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In the 2D heat transfer model, the area of solidification shrinkage of mushy zone on
the transverse section could be calculated by mass conservation as follows [9]:

∆Ai =

Y∫
0

X∫
0

(
1−

(
ρ(x, y)

ρs

))
dxdy (23)

where ∆Ai is the solidification shrinkage area of mushy zone, X is the width of mushy zone,
Y is the thickness of mushy zone, ρ(x, y) is the local density in the mushy zone, which is
a function related to temperature, ρs is the steel density at solid temperature. When the
center solid fraction reaches 0.3, the total solidification shrinkage area of mushy zone is
about 30 mm2. The measured area of shrinkage porosity in the product is 32 mm2 average,
and this agrees well with the predicted value.

3.2.2. Reduction Zone

Figure 6 shows the temperature and solid fraction on longitudinal section of C110
steel from Ø195 mm round bloom. The solidification end of round bloom at casting speed
of 1.7 m·min−1 is 14.3 m. To reduce the segregation and porosity in the continuously cast
bloom, the soft reduction is usually used in a center solid fraction range of 0.3~0.7 [7–9].
In the case with a casting speed of 1.70 m·min−1, the center solid fraction of round bloom
at No.1 withdrawal unit is 0.51, while at No.2 to No.5 withdrawal units is 1.0. Owing to
the high temperature of bloom surface and low solid fraction in the center, implementing
SR before solidification is more efficient than after solidification. However, according to
the simulation results, only one withdrawal unit (No.1) can participate in the SR process
before steel completely solidified, which cannot well balance the required compensation
amount and contour ovality. Therefore, in order to better closure the shrinkage porosity,
the SR is also applied on the round bloom after solidification in the present work.
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3.3. Deformation Result

3.3.1. Reduction Amount and Bulge Amount

The reduction force mode is employed in the soft reduction process of Ø195 mm round
bloom. A total of 25 controllable cases, including five reduction locations (No.1~No.5
withdrawal units) and five reduction forces (40 KN, 60 KN, 80 KN, 100 KN, 120 KN) at
a single unit was analyzed. As shown in Figure 7a, when a certain reduction force is
applied to the round bloom surface by withdrawal unit, the round bloom is compressed
in the vertical direction, and the bulge occurs in the horizontal direction. The shape of
round bloom is squeezed from a circle into an ellipse after soft reduction. Figure 7b shows
the contours of Ø195 mm round bloom after reduction at the No.1 withdrawal unit. It is
seen that under the given reduction force between 40~120 KN, the reduction amount and
bulge amount of round bloom are very small, and the difference between them is almost
impossible to distinguish with the naked eye, especially when the force is below 100 KN.
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Figure 8a shows the reduction amounts of round bloom with different reduction
forces at positions of No.1~No.5 withdrawal units. The reduction amount of round bloom
increases with the increase of reduction force. At the No.1 withdrawal unit, when the
reduction force increases from 40 KN to 120 KN, the reduction amount could increase from
0.16 mm to 6.44 mm. However, at the No.5 unit, the reduction amount just increases from
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0.10 mm to 2.35 mm as the reduction force increases in the same range. It is obvious that
the reduction amount in No.1 unit is the largest under the reduction force mode and the
round bloom is more easily deformed in the front reduction unit.
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In contrast to rectangular product, when the reduction operation is conducted on the
round bloom, the contact zone between roll and bloom is quite small, resulting in a larger
reduction amount for the round bloom under the same reduction force. Correspondingly,
to achieve the same reduction amount, the force required for the round bloom is smaller.
It indicates that the soft reduction process of round bloom is a highly efficient and energy-
saving technology.

Figure 8b shows the bulge amounts of round bloom after reduction. The change
trend of bulge amount is in line with the reduction amount. With the increase of reduction
force, the bulge amount increases. At the No.1 withdrawal unit, when the reduction force
increases from 40 KN to 120 KN, the bulge amount of round bloom could increase from
0.05 mm to 2.26 mm. However, the bulge amount only increases from 0.03 mm to 0.60 mm
in the No.5 unit under the same reduction force change. The bulge amount of the rear
unit is much lower than the front unit due to the lower shell temperature and the higher
deformation resistance.

3.3.2. Ovality of Round Bloom

Ovality is defined as the difference between the horizontal and vertical diameters
of the round bloom after reduction. For the round bloom product, the ovality is with
different limitation for different steels. The high ovality will lead to the increase of operation
difficulty or degradation yield. Figure 9 shows the ovality of the round bloom after different
reduction. It is observed that the ovality increases with the increase of the reduction force,
and decreases with the backward movement of reduction position. At the No.1 withdrawal
unit, when the reduction force changes from 40 KN to 120 KN, the ovality changes from
0.21 mm to 8.70 mm. However, at the No.5 unit, the ovality only increases form 0.12 mm to
2.95 mm as the reduction force increases within the same range. For the present oil pipe
product, the limitation of the ovality for Ø195 mm round bloom is 8 mm. Thus, according
to the simulation results, in order to control the ovality of round bloom, the reduction force
at the No.1 withdrawal unit should not exceed 115 KN.

3.3.3. Compensation Area of Porosity Zone

The compensation area is defined as the area decrease of the porosity zone after
reduction operation, as shown in Figure 7a. Figure 10 shows the compensation area
of the porosity zone in the Ø195 mm round bloom after different reduction. It is seen
that the compensation area in the porosity zone increases with the increase of reduction
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force. At the No.1 withdrawal unit, when the reduction force increases from 40 KN to
120 KN, the compensation area in porosity zone increases from 0.008 mm2 to 29.7 mm2.
However, at the No.5 unit, the compensation area of the porosity zone just increases from
0.003 mm2 to 1.74 mm2 as the reduction amount increases in the same range. It reveals
that the deformation penetration at No.1 unit is much stronger than other units. To control
the central porosity defect in round bloom efficiently, the reduction operation should be
executed by the forward units as the center solid fraction is above 0.3.
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As shown in Figure 10a, when the reduction force is lower than 80 KN, the compen-
sation area of the porosity zone at No.2~No.5 withdrawal units are almost 0 mm2, even
at No.1 unit is only 2.2 mm2. It indicated that only when the reduction force is greater
than 80 KN, the reduction deformation on the round bloom surface can penetrate into the
porosity zone in the center of round bloom. In addition, as shown in Figure 10b, the com-
pensation area of the porosity zone at No.4 and No.5 units is no more than 2.8 mm2 unless
the maximum pressure of 120 KN is adopted. As the reduction position moves back along
casting direction, the shell temperature decreases and the deformation resistance increases.
Even if a substantial reduction force is applied to the back unit, a good compensation effect
cannot be achieved. It suggests that the No.4 and No.5 units do not need to participate in
the reduction process due to their low deformation permeability.
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4. Soft Reduction Experiment
4.1. Multi-Unit Soft Reduction

According to the relationship between the compensation area in porosity zone and
reduction force in Figure 10a, a reduction force of 120 KN is needed for the No.1 withdrawal
unit to compensate the shrinkage cavity of 30 mm2 (calculated by Equation (23)) in Ø195 mm
round bloom. However, in this situation, the ovality of round bloom exceeds the standard of
8 mm (Figure 9a). It is obvious that the soft reduction in No.1 unit alone cannot completely
compensate for the shrinkage porosity with the limitation of ovality in round bloom. Therefore,
multi-unit soft reduction process is required to control the central porosity under the present
condition, as shown in Figure 11. According to the above discussion, the final reduction
parameters for Ø195 mm round bloom continuous casting are determined as listed in Table 1.
During the multi-unit soft reduction process of the round bloom, a reduction force of 100 KN
is used on the No. 1 to No. 3 withdrawal units respectively.

Metals 2021, 11, x FOR PEER REVIEW 12 of 17 
 

 

casting direction, the shell temperature decreases and the deformation resistance in-
creases. Even if a substantial reduction force is applied to the back unit, a good compen-
sation effect cannot be achieved. It suggests that the No.4 and No.5 units do not need to 
participate in the reduction process due to their low deformation permeability. 

4. Soft Reduction Experiment 
4.1. Multi-Unit Soft Reduction 

According to the relationship between the compensation area in porosity zone and 
reduction force in Figure 10a, a reduction force of 120 KN is needed for the No.1 with-
drawal unit to compensate the shrinkage cavity of 30 mm2 (calculated by Equation (23)) 
in Ø195 mm round bloom. However, in this situation, the ovality of round bloom exceeds 
the standard of 8 mm (Figure 9a). It is obvious that the soft reduction in No.1 unit alone 
cannot completely compensate for the shrinkage porosity with the limitation of ovality in 
round bloom. Therefore, multi-unit soft reduction process is required to control the cen-
tral porosity under the present condition, as shown in Figure 11. According to the above 
discussion, the final reduction parameters for Ø195 mm round bloom continuous casting 
are determined as listed in Table 1. During the multi-unit soft reduction process of the 
round bloom, a reduction force of 100 KN is used on the No. 1 to No. 3 withdrawal units 
respectively. 

Table 1. Reduction parameters during soft reduction process. 

Withdrawal Unit Number No.1 No.2 No.3 Total 
Center solid fraction 0.51 1.0 1.0 - 
Reduction force-KN 100 100 100 - 

Reduction amount-mm 3.7 0.9 0.3 4.9 
Bulge amount-mm 1.3 0.3 0.1 1.7 

Compensation area of porosity zone-mm2 12.9 7.9 3.2 24.0 

The 2D thermal-mechanical coupled model is used to simulate this multi-unit reduc-
tion process, the reduction amount, bulge amount and compensation area of porosity zone 
are obtained as shown in Table 1. The calculated ovality of round bloom is 6.6 mm, which 
meets the standard requirement. In the single unit reduction, the reduction amount at 
No.2 unit is 2.85 mm under the reduction force of 100 KN (Figure 8). However, the reduc-
tion amount at No.2 unit is only 0.9 mm under the same reduction force during the multi-
unit reduction. This is due to the increase in the contact zone between the roll and the 
round bloom, and the increase in deformation resistance. 

 
Figure 11. Schematic of multi-unit reduction on round bloom in reduction force mode. 

It is obvious that the deformation of round bloom will be affected by the previous 
reduction process during the multi-unit SR, as shown in Figure 11. However, for the billet 
or bloom, the contact zone between roll and billet is always the width of billet and does 

Figure 11. Schematic of multi-unit reduction on round bloom in reduction force mode.

Table 1. Reduction parameters during soft reduction process.

Withdrawal Unit Number No.1 No.2 No.3 Total

Center solid fraction 0.51 1.0 1.0 -
Reduction force-KN 100 100 100 -

Reduction amount-mm 3.7 0.9 0.3 4.9
Bulge amount-mm 1.3 0.3 0.1 1.7

Compensation area of porosity zone-mm2 12.9 7.9 3.2 24.0

The 2D thermal-mechanical coupled model is used to simulate this multi-unit reduc-
tion process, the reduction amount, bulge amount and compensation area of porosity zone
are obtained as shown in Table 1. The calculated ovality of round bloom is 6.6 mm, which
meets the standard requirement. In the single unit reduction, the reduction amount at No.2
unit is 2.85 mm under the reduction force of 100 KN (Figure 8). However, the reduction
amount at No.2 unit is only 0.9 mm under the same reduction force during the multi-unit
reduction. This is due to the increase in the contact zone between the roll and the round
bloom, and the increase in deformation resistance.

It is obvious that the deformation of round bloom will be affected by the previous
reduction process during the multi-unit SR, as shown in Figure 11. However, for the billet
or bloom, the contact zone between roll and billet is always the width of billet and does not
change in the multi-unit reduction process. It means that for those rectangular products,
the reduction of the previous unit does not influence the subsequent reduction process.
Therefore, compared to other blooms, the process of multi-unit soft reduction in round
bloom is very special and different. The reduction parameters in the first reduction unit are
extremely critical, and play a dominant role in compensating for shrinkage porosity and
controlling ovality of round bloom.
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4.2. Improvement of Round Bloom Quality

4.2.1. Shrinkage Porosity

The total compensation area of the porosity zone of prediction in the present reduction
is 24 mm2 (Table 1). Assuming that the shrinkage porosity is concentrated in the center
to present as a circular cavity on the cross section of round bloom. The diameter of the
shrinkage cavity after reduction (DP) can be derived as follows:

DP =

√
4×

(
Sm − ∆Sp

)
π

(24)

where DP is the solidification shrinkage area, 30 mm2, ∆SP is the compensation area,
24 mm2. The calculated diameter of the shrinkage porosity after reduction DP is 2.8 mm.

Figure 12 compares the etched results of round bloom without and with SR. It is sur-
prising that the shrinkage cavity is vanished in the round bloom center after the multi-unit
soft reduction process. The maximum span of shrinkage cavity is 6 mm in the round bloom
without reduction, and it decreases to 3 mm in the round bloom after reduction, quite close
to the result by Equation (24). The multi-unit soft reduction has been proved an effective
measure to control the shrinkage porosity defect in the round bloom continuous casting.
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4.2.2. Spot Segregation

To observe the dendritic structure and spot segregation of the round bloom with-
out and with SR, a total of 14 samples sized 14 mm × 10 mm were cut from the two
round blooms along the vertical direction (reduction direction), as shown in Figure 13h2.
After mechanically polishing the samples, they were etched with saturated picric acid
at 70 ◦C for about 1 min, and then were observed by an optical microscope. As shown
in Figure 13g1,g2, the spot segregation could be divided into two types, speckle type and
porosity type [31]. The distributions of spot segregation of the samples (e1), (g1), (e2) and
(g2) are shown in Figure 14. In the statistical process of spot segregation area, only the
solute-rich interdendritic zone was measured. Compared with the (g1), the number the
spot segregation in (g2) is greatly reduced after reduction. Especially for the large size
spot, it decreases from 8 to 1. Moreover, the total area of spot segregation in (g2) is also
decreased significantly, form 4.0 × 106 µm2 to 9.7 × 105 µm2. It reveals the soft reduction
process helps to improve the spot segregation in sample (g2). However, this improvement
does not appear in the sample (e2), where the number and size of spot segregation almost
unchanged after reduction. Obviously, this is related to the solidification state of the sample
when it is under the reduction process.
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When the soft reduction is implemented at the No.1 unit, only the sample (g2) of the
round bloom is still not yet completely solidified, and some molten steel remains. During
the soft reduction process, the sample (g2) is squeezed under the mechanical force, thereby
suppressing the suction of solute-enriched residual liquid steel caused by solidification
shrinkage and reducing the occurrence of spot segregation. However, for other solidified
samples, the spot segregation formed before reduction has not been greatly improved,
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as shown in Figure 13e1,e2. It indicates that the soft reduction before solidification is sure to
reduce the spot segregation in the round bloom, but the reduction parameter needs further
research to achieve the best improvement effect.

4.3. Oil Pipe Product

Figure 15 shows the sampling positions of oil pipe produced by the round blooms
without and with SR. The hardness of the inner wall of the oil pipe is measured in the
direction of thickness at an interval of 25µm. A total of 15 points is measured and the
results are presented in Figure 15. The average hardness value of with SR process is greater
than that without SR process. Furthermore, the fluctuation of the hardness value of the
inner wall is improved remarkably by the application of SR. Obviously, this is related to
the elimination of porosity and spot segregation defects in the center of the round bloom
with the SR process.
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The susceptibility of oil pipe to sulfide stress corrosion (SSC) was evaluated using the
double cantilever beam (DCB) method provided by the NACE TM0177 standard [32]. Af-
ter the test, the critical stress intensity factor, KISSC, is obtained, as shown in Table 2. In the
standard, the high KISSC value of steel means its excellent resistance to SSC. With the appli-
cation of soft reduction process, the average value of KISSC increases from 31.17 MPa·m0.5

to 34.56 MPa·m0.5. It indicates that applying multi-unit soft reduction on the round bloom
can significantly improve the resistance to SSC of its final product oil pipe.

Table 2. KISSC of oil pipes in DCB test.

Soft Reduction
KISSC-MPa·m0.5

Test Value Average Value

Without 31.78 31.30 30.44 31.17
With 34.87 34.13 34.67 34.56

5. Conclusions

Effect of soft reduction on the shrinkage porosity and spot segregation in continuous
casting round bloom was investigated by a two dimensional thermal-mechanical model and
a multi-unit soft reduction experiment. The main conclusions are summarized as follows:

1. The reduction amount of round bloom at the front unit is much larger than the back
unit under same reduction force. When reduction force increases from 40 KN to
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120 KN, the reduction amount increases from 0.16 mm to 6.44 mm at No.1 withdrawal
unit, while it only increases from 0.10 mm to 2.35 mm at No.5 unit in the present study.

2. The deformation penetration at No.1 unit is much stronger than other units due to
its higher temperature and lower center solid fraction. It suggests a high efficiency
reduction should be executed by the forward units with a center solid fraction above
0.3 in the round bloom continuous casting.

3. Unlike rectangular products, the deformation of the round bloom will be affected by
the previous reduction process during the multi-unit SR. The reduction parameter in
the first reduction unit is the most critical, and plays a dominant role in compensating
for the shrinkage porosity and controlling the ovality of round bloom.

4. The multi-unit soft reduction carried out by No.1 to No.3 withdrawal units with
100 KN can almost closure the shrinkage cavity in the center of the Ø195 mm round
bloom. Furthermore, the number and size of spot segregation are significantly reduced
after the reduction process.

5. The multi-unit soft reduction on the continuously cast round bloom can greatly
improve the SSC resistance of the product oil pipe. With the application of the
reduction process, the KISSC value of oil pipe steel could increase from 31.17 MPa·m0.5

to 34.56 MPa·m0.5.
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