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Creation of high strength concrete secondary products by low temperature
autoclave curing

YAMAGUCHI, Shin
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Autoclave curing is usually performed at 180 for manufacturing high

strength precast concrete products. The current research is aimed at establishing a new technique of
autoclave curing at a reduced temperature of 150 . In association with the addition of silica fume
to enable the low temperature autoclave curing, an experimental study was performed with focus on
suppression of material segregation and reduction of sludge generation during centrifugal molding.
It was found that adding 2.5% silica fume and 0.01% methyl cellulose resulted in both high strength
development and reduction in sludge generation and density by the effect of methyl cellulose.
However, there was a large variation in the compressive strength of the specimens after autoclave
curing following centrifugal molding. This was likely because methyl cellulose was exposed to high
temperatures before it decomposed.
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Fig.1 Concrete Formwork and Specimen
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Fig. 6 Relationship between Pore Porosity and Compressive Strength(Atmospheric pressure steam curing)
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Fig. 8 Sludge density and Amount of Sludge
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Fig. 9 Compressive Strength at centrifugal molding
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