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Hot Charge of Continuously Cast Slabs

Tsuguharu UEDA, Hiroaki HIRAHARA, Akio KUWABARA,

Tadao WATANABE, and Kenichi MATsul

Synopsis :

Kashima Steel Works has three casters. The products quality of these casters are very high and ap-—
proximately 150 000 tons of products are monthly hot—charged into reheating furnaces to improve energy

consumption.

In this paper, the following items are described.

(1) Hot charge of low carbon aluminum killed steel.
Decrease in sub-surface Al,O; inclusion and development of the deburring equipment of slabs.

(2) Hot charge of 40 kg/mm? grade steel.

Decrease in longitudinal cracks of slabs and development of the optical inspection system for hot slabs.
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Fig. 1, Transition of hot charge tonnage.
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Fig. 2 System of “Hot charge” for sheet and plate.
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Fig. 5 Effect of the submerged nozzle on AlLQ,
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Fig. 6 Relationship between casting temperature
and sliber defects on cold rolled surface.
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Fig. 7 Relationship between casting speed and
sliver defects on cold rolled sheet surface.
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Fig. 9 Effect of mold level fluctuation on longi-
tudinal cracks of slabs for plate.
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Fig. 10 Outline of automatic casting system.
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Fig. 11 Automatic powder feeding control system.
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Fig. 12 Schematic diagram of taking reflection
image of slab surface defects.
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Fig. 13 Schematic diagram of TV inspection

system for hot slabs.
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Fig. 14 Relationship between fluctuation of meniscus level in the mold and corresponding output for the

graphic printer.
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