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General View of The Continuous Casting Equipment
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v 1950 ERIADTH LTH DR UKF/IMLEDE
BIRERT 35\ TREERIT, BMHINE CORBALS
T, 1960 I ADTHEED B~ HIEI b 5 <
S KBLESHEOERL TR L oo, BEDESHIED
LEEEEE L, EfEcfRboTtasHeiR L L
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Mo EEEE R X CRIEOBERETH 5 THRMNMTE
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1950 fEfuihsiic T LI hic EEEIE Atlas Steel
Ltd. (Canada) ¥ HSIEREFTCHE SN/ X O ek,
ERcho (Fig. 1). oh b mERGESFEIIRES
IEL D, HWESIERCAEL LD L, EBR
O AR E 2 ORFIBE LS T L7 EQOKRMENHD
7o. L7 Thigfn BN E LT 1960 £ i
Dillinger Hiuttenwerke (West Germany) % Benteler
werke A. G. (Austria) 7g EICRRIE S o BEFALE
gErEaEshr (Fig. 2). Zho:ERTRT HE
U. S. Steel (U. S. A) = Klockner werke A. G. (West
Germany) 75 X CHE) LTV 5 REE H R 2 i 5 5K
T, BERTIZ L A EELEEZTRbER 2O
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Longitudinal section of vertical caster at

Hikari (1960)9.

Fig. 1.
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Fig. 2. Longitudinal section of bending caster at

Yawata (1967).
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Fig. 3.

Longitudinal section of low head caster at Nagoya (1970).
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Table 1. Main continuous casting machine designers and suppliers.

Company Afhliates Main builders used
Concast (Switzerland ) Concast U. S. A. Schloemann  (Germany)
) CAFL (France)
Distington (U. K)
Sumitomo (Japan)
Innocenti (Italy)
Grangesberg  (Sweden)
DST Demag American Demag Demag (Germany)
Mannesmann (Germany) Hitachi Zosen (Japan)
Olsson (Switzerland) Olsson Int. Pittsburgh ‘ Mitsubishi (Japan)
Motala (Sweden)
Western Gear (U. S. A)
Koppers (U. 8. A)
Vest A. G. (Austria) Véest Int. New York I. H. 1. (Japan)
U. S. S. Engineering Inc (U. S. A) . Mitsui (Japan)
Continua Int (Italy) Danieli SPA Baltimore ~ Kawasaki (Japan)
USSR-Kobe Kobe (Japan)
Babcock and Wilcox (U. S. A)
Gamma Engineering (Canada)
Hitachi (Japan)
Interlake steel (U. 8. A)
Mesta (U. S. A)
Midland Ross (U. S. A)
United Engineering (U. S. A)
Y J
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Fig. 4. Bow-type slab caster at Mannesmann (1967)7.

XV BROBEMERRBIFCLES LEDLNTWS. biE
3T BAHE ) BRIk & CHEAGTE AR X
nTWwW5b.

N SESHE DR R BIREIR I 1970 FRCRER
28%, EMFE 179%, WSEh# 43%, Fofth 129 &
KDoTW5.

2.2 WMEDESHHE
BUE, SEFHEEE S X OBE  — # — 1k Table 1 i

RTLOS5REED0, BOBORKAELZELTWSD, —
BERNCIIE & A iR A AR ST 5. BTE
BMEIMOREKWA S T EFHES Fig. 4, Tv—4a, L
vy MESHHEA Fig. 5 iRt EENFEXHE LT,
Concast, D.S.T. 2 U.S.S.R. 4 4 P13 H—T FE—
W RER{ERA L, Voest, U. S. Steel ® Olsson # 4 Iz
BHE—REHEHALT, - FTd5IEMHcOMEKE
Fel REFEERALTWS. ZhbDE 2 FOFEMIC
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Fig. 5. Eight strands bloom caster at Mizushima (1968)%.
Table 2. Typical world’s large continuous casters.
1. Slab casters
Machine . Ladle| Machines Max strand | Start |[Capacity
Company Plant designer ’ Machine type lsize (t)! and strands| size ( mm) up | (t/year)
Nippon Steel Co. Ohita DST ‘ Curved - 300 3x2 300 2 200 1972 |3 600 000
Nippon Kokan Fukuyama | 5955 /| Curved 250 |  3x2 | 300x2100 | 1970 [2900 000
: : : Concast ] 180 Ix2 3002 200 1971
Kawasaki Steel Co. Mizushima DST 1 Curved 250 12 350% 1 900 1973 2 200 000
Usinor Dunkerque | DST Curved 200 3x2 250 x 1 650 1972 |3 200 000
British Steel Co. Scunthorpe | DST Curved 300 | 2x2 300 1525 1972 |2 150 000
Novo Lipetsk Iron  INovo Lipetsk] USSR | Vertical 10| 6x2 | 315x1850 | 1966 |2 000000
McLouth Steel Trenton |} Curved 100 4x1 300 1 525 1968 |2 800 000
2. Bloom or Billet casters
. . . Curved Ix8 250 300 1968

Kawasaki Steel Co. Mizushima | Concast (beam brank) 180 1%4 460 % 400 % 120 | 1973 1 200 000
Nippon Steel Co. Yawata Olsson Bending 75 2x6 804, 175§ | 1967 | 400 000
Azuma Steel Co. - Sendai DST Curved 100 x4 280 % 350 1974 | 600 000

Sociedad Mixta A .
Siderurgica Argentina San Nikolas] Concast | Curved 160 2x6 230 ¢ 1973 | 800 000
Kobe Steel Ltd. Kobe USSR Vertical 60 i ig 1300, 110§ | 1966 | 440 000
Al Sault Sle. Curved i Ix4 | 265%355 1967 o
Algoma Steel Co. Marie Concast | (eam brank)| 100 1x2 | 760%x150H | 1968 | 90000

P | “Vertical- ' N

U. S. steel Co. | Chicage | U. S. 8. | g d‘f:g 200 1x4 190 § 1971 U 285 000

— 6
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Fig. 6. Layout of the steelmaking plant at

Novo Lipetsk (1966)1).
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Layout of the steelmaking plant at Ohita (1972).



746 & & W

%60 4 (1974) BT 2

L

(c)BEEdhIrEs

(D) FEaR(FE

t§&¥%§§§

(fiok £ =

(d) B BRI —=5FIE) (e)EHE (% S4EIE)

Fig. 8. A shematic view of different types of
casting machine.
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Fig. 9. Relation between casting speed and

liquid pool.
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Fig. 10. Relation between height of machine
and type of machine.
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Fig. 11. Relation between liquid pool and

ferro static pressure.
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3-2 REERIFREIE

SEEEEOE B (LYY 4 XKML &2E»5 S5 LT
5L, MHAESHIBIC RSV CLEHBEMTTICSR OB
BlZET S5 EBRAREL LD, DUT R~ % Rk
HMFBENSERHAESNS X STk, Btk FIBIEx %
FECBAOEER2E5 2%, LLCHBAFARE NS X
O LRITOE( L EREHE IS LT +H4ER T 5
SERS L. HFEIERRC AT D NEERE Fig. 12
WCART —SHHIE S & EMFEIET Taed T&< 7k
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—HHRTRBERE co=(d/2—5)/R

R HTHBIERR en=(d/2-59)/(1/Ry-1—1/Ry)
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d g E
So, Sn t ERMElY - VB
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ZHhOOMFREERCIHEET 2 NHEROHFAETR
EMEC X D KIBCEB T4, ERFSICRREE L
T 0°10~0°25% DAITHHEFRE S TWEY. Zhib
D#E Z wHEE & UTEEHE 2 — b — T4 D HEE
FHER{TEDTYWS. 7o & XX Voest % 4 7% Olsson %
4 P ECRBRMEIVETEHL D0, BEE—LF
DOFEZ VI TEHTE —v FFd SRS v IER T
FREBEHALTWA92), g4 U. S. Steel 7 & ClissE
BE—-VFRERAL, —SdFsIC—SBEXRBL
T 3 HFEEFIE, — AR 2 5 7 Sl kR E i 5

Z oty

Elongation on the solidification front at bending.
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§ \
e
S Effective
l strand weight
Force profile
Fig. 13.

T L5RBEAFAIRRMELATIC TS 2 LT X b AERE
Nxzfhik+% Z L% HAYIC compression casting process
ZHEALTWS. 20K Fig. 13 R/t X 58
D BRI ERENEE Z RE L AR/ T v AOTE
T, $F1C compression # 5 2 $hR 2@ 5 & S RE
THERBERLK LI LTHHIDTHS.

D.S. T. % concast I3 XU0FEd U.S.S.R. 244 F
T Y- T RFE - PRBEHE- LV FEHE L,
BELFLALBENSWVWEL, I —TFE—NMEFERAL
TW5BH®, FHRREER DWW TS SETEFN2ERR
LAHEZRDORA Z XL 2T V5. ZhORKENTEIE
BOME~NDEE L L TIHEIREEROLL LT, THE
CTOWTH ZRTHLENDD &S, FEEE 10-4
~10-%1/sec DITZEKAL TV 5L D»5H5?.

HEHEERX T OV LD X S X FicES
WTEET ST 323, —RIKEEDESFHEOFEFTOE
IRISEAEMZENE TO5REHELTRICTIEED
, TRHLOEHTESMELHERTS LS. B
BTV, BMEFELYRUSGFRO Ve v SRR S
5EEDHIT, BMREFBIES ALK LEED 3285 b
{LEFRmLTV5.

4. RFEAELZOHM

4-1 @A
R BT SR OBMIAEEM EXHE L,
ShEREOEELOCHBROM LA FOEARICINZ,
ELKCHPETREEDOFBFERENMLT, ZhbHD
HEik, BENbs X CEEdoM L & OS5 EIaRER

No | Orive

2000

No 2 Drive

No 3 Drive

O ©
Speed requrating
drive

Profile of continuous casting machine

Compression casting process at U. S. Steel15),
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EEEEC X OTHlAE ST Fig. 9 BRTIS5KE
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BE(E-VEFPBRIFEC Fo—ET) bELKLS.
BaEBEB O ESHETR HAKKRS OX S5 250 mm
E25 7% 2:0m/ min OFERETHET S 2dIC 36
mOBEZFHORMOIEBR L. ThoEmRLRMDOE
E, ZOORELBELALDD.

(i) E—WRETTOREY - VELBRE VD,
TLr—2 79 FeGREREIEL, SHEREErmESE
LHLERHD.

(i) THEMBEKRLLHLOTRAI TONRNV2 T
T ALERD S.

(i) OFELT =~ A FEXE BFELTBEL
biC, - FETTO $hxRiFic fF355 BBWT
Fig. 14 w7+ X 57 Cooling grid 22 Cooling plate
MEBEZ BN, ThLOEBRSGHH ORE, WHIBE
BT <hTwaas, BB UCBERIC X DHEMBE
T&, BEESREIAVWIEEEDRADEEINS.
/4 Fig. 5DX S5k v+ -3 Ix—2BBLAAR
LB LA ZhiEagr 2R LTV —ErRgHR %
Bl < LFERFIT, /N— AERICE LTV 5%HKIC X b
EENTOLHETHS. TAHE—NWFETFTORS T
KA FERIRFCSHEZMLESED Z ENLETHS.
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&, o —VORERX Fig. 16 DX 52 TED
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o —ViEfE 500~550 mm LD T3, DM v
— VR E NS L Vv SR 2D T3 BT

Fig. 17 o X 5o~ VvED/PESsyEl e — vz fliate
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lehEb B bR S.
4.3 BBHEM.L

BERAMEIREHEEL LT, 2D 2 Hks#E
zZbhs.
O Eigdghs CELfh) PESHARKETHE
@ $hERTEMERSY 4 XEFERBoEVWRE S T
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BT OB IE L SHEEZRIRE LA Lo T
WHELDORE mE ZERMA, 20T v o BRGER
a5 HEL LT Fig. 18X 37 v— RIUVRA 74
T—Rb—Fh—KIXOPRRA 520 F o L 55
ERB 5. ZOHETREREMAEREEIIES S BEE
LTWiedDR3HLUN, 27 o 2728514 1 5 DA
TRHEAFEL D7 FhE o Fo v BRBCOVWTD
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Walking bar equipment,
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Fig. 17. Divided roller design1®.

A SRR HEREY B E LTRE LT B MM
bh, 25 7HESHECTIE 40t BEoLOLHELT
w5,

L LR L DCRl—%4 ZE»r 08T o2 L
WAEEEHE FIRASD DR B DY 4 XD
WRELBLELRS. ThbLIEANEE—L RTXED
TIEELAEEARHRITEZ L IEEFRTE O L
T2HDR0, v—H L ATo b ERFERALCEEY
B> BRI VEEE— W FEEZTRVE LD
EOHALRBET HHEREBRL LA TVWS. Th
LOHEC IITERMSZ A4 T VI HBEIhorE
DELGHERICRETTEDZ LTS,

12 x480 [o-78a%E]

Example of roll schedule for slab caster.
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Fig. 18.

Schematic arrangement of a
swing tower20),

ghERTElRR OB EORI L LTk Fig. 190X
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