n‘_lw

1. #% B
SR E s ESEHIIHDR (

DN THR~NS,

2. V47U bhEHZELRE

Fig. 1 5 EHEHEOLV A 7V b
PRT. 2ODA LT U R TEHEES
NigR3EAY v 2 —THIK#E,
BEIZIELU T y Ve -2 —iTH
BMINN1RATTH—THEIA ~
CEEINDE, NI BOGEGHE
m2157ﬁ—%ﬁbf%@zwa
A ~HDRELTHELONS, £
DRI TH—CEbRIT¥—F
~NDHVHU DEIEERZ LA 7Y M E
L oTW 5,

86— A 171

BUICSIIESH~REDERTIE

HASE® BILBHEH NH%Z, a0 ®, ONHE ®

PreRiER EBE—

MR Rt S A FIR R

EXETIE) WL A288E, B2 V¥ —-2BNC2HOT I VI A4
SrERELTERIN, 198 4FIAREBLIL, BE1O0OLSTON " AUEOHDR 2FEBLTH
h, B3 VX —CRKEL{EESLTVWADT, U FCHDRZ2XATVAFELENLE ZOBERBE I

Ladle
transfer
line

==

‘ No.2 |

— -

%% Tt

Slab stock yord

Tundish car Slab car
Ladle turret 'ﬁ 'ﬁ W Furnace T
Edge Heater] Doburring, No.3 No.2 No.i4
et VS8 R2 __R3

T T T

Torch

Fig. |

No.|
futler,  \siab car\ Surface ‘
Controt
\room

Inspection

Layout of No.5 slab caster

Table 11C8 5 BgEMD, Table 2iC 2HOT®D XL HRMHEKEZRT, HD RO 2 7 7 BABMERD
B, A7 TRBOEYERNTH S, BHE2HOT FEXRKMOALEZTTICEY A XDOHD RMPARE
meE, ROBEZ2S THegH (220mt) toBEHELZZRL220ms Lz, 27 TMiIc>20T
22 HOT OLMNIGETABT7T00~1650mElL, 27 7EICEALTIR, HX, MBEFHK
THHENT O, HDRTRZOHEB TN E»OBRATITHEIZ14.5m (ZHOTOP.I.

W : 1400 FTHREL LT,
, MEGREI -

X ' B Table | Main Specifications of No.5 slab caster Table2 Specifications of 2HSM
Eﬁﬁg@% EHD Item Speclfication Item Specification
RETFEMELI BOF No3 BOF 300T /heat x 1/2 Capacity 3600x10® Tons/Year

T f Cast Verfical Mult-point Bending-Unbending
T e we o - Reheating furnace | 250Ton/Hrx 3
% Number of strands 2
B E Nk, & Vertical Zone length | 2.45m Mill type Full continuous
o ~ o Radius of Curvature | 8.00m s Coolng Zone 25 Number of mil|t 3
9CH Q0! one m stanas

B . T |Moctne Longh | 4210m (Tocseime Zons o) Rougner a
Eﬁm%%m * X Casting Speed 2.20m/minute (2.50m/minute) Finisher 7
ST Oscilation Generater | electro-hydraulic servo P IW 1,400
£ > T Ampttude ; 3.7~14.4m

[F'ﬁ“’ : 352“400‘%:,, Speed 1,484 mpm
N = mo ; Shusoidal i
62:@%&(_/17 Size Thickness 10 ~127 mm
1 N . .
Ak)&U%ﬂM)EW&hm” 220mm Width 600 ~ 1641 mm
i o TV D, it Lo a8 mm Max. weight of coil 30 Ton
Nominal Capaclty 180,000T /Month (gglg,%oor /Monfh)
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Table3 Measures for high temperature
slab discharging

shell

Insulating | prevent heat loss |e upper side : fiber
z0n8 © lower side : castable
enarrow side : fiber

Cutter prevent heat loss |ecutting torch is laccted just
zone umr machine uqmcn’
o insulating cover :

after
the Slab edge | heat the edge of [elength : 32m

heater slab e capacity : 54000
*10%cal/Hrimax)
transfer prevent heat loss |einsulating : castabls or

kne reflecting board
® table speed : max 120m/min
e slab car speed : max 210
m/min
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Table4 Quality improvement measures of
No.5 slab caster
Purpose Measures
1.Very preside mold level control
Surface 2.Application of optimum mold powder
quality for high speed casting

3.0ptimum design of immersion nozzle
4.Air-mist cooling

l.Clean steel by VSC and RH treaotment
2.Large capacity tundish

Inner 3.Vertical bending t hi
quality .Vertical bending type machine
4.Small roll pitches
5.Soft-reduction
1.On line quallty prediction system
Quailty
2.Automatic defect detector
assurance
3.Roll gap checker
Production
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Table5 Operation results of 5CCM and 2HSM
(Mar. 1986)

Equipment

Item

Actual results

Remark

5cem

2 Hot

Product
HDR ratio
Average casting
speed
Index of sequential
casting
Average slab width
Casting time ratio
Width change

213,000 ton
7.8 %

2.04 m/min

4.2 CCC/DB

LLITO mm
604 %
344 times

HDR product

153,000 ton

Total rolling

HOR ratio
Ratio of thin gauge
(2mm_under)

260,000 ton
588 %

154 %
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Edge heater 46,500kea}, EH/HDR
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Reheating furnace I48,000kca/Lm Fce/rolling
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Fig.7 Transition of fuel consumption

Table 6 Reasons of reject from HDR
(%)

section average | future
operation 39 2.0
5CCM maintenance 0.8 0.5
L |47 | 25 |
operation 3.1 2.0
2HSM ima‘mienonce 1.2 0.5
4.3 2.5
Scheduling 0.5 0
Total 9.5 5.0
165717 *average---- from Jan. to Mar. 1986
144
248

100

[F]
(-]

HOR rato (%)




