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Fig. 1. Change in ratio of continuous -casting,
average yields and crude steel of special steel in
Japan.
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Table 1. Installation of representative bloom caster in Japan since 1970.
Construct Number of Max. section Main
Year Company Works year-month Type strand size of bloom (mm) product

Nippon Steel Kimizu 1970- 9 Curved 2 300X 500 Bar and wire rod

Nippon Steel Muroran 1971-10 Curved 4 250X 310 Bar and wire rod
1970~1974 | Daido Special Steel Shibukawa 1972- 3 Curved 1 150X 390 Stainless

Kawasaki Steel Mizushima 1973-10 Curved 4 400 X560 Shape steel, Bar and

wire rod

Azuma Steel Sendai 1975- 1 Curved 4 310X400 Bar and wire rod

Sumitomo Metal Kokura 1976- 3 Vertical bending 3 300X 400 Bar and wire rod
1975~1979 | Nippon Steel Yawata 1977- 7 Curved 4 340X 340 Pipe

Sumitomo Metal Wakayama 1979- 1 Curved 4 400X 600 Pipe

Nippon Kokan Keihin 1979- 4 Vertical 4 400X 520 Pipe

Sumitomo Metal Wakayama 1980- 6 Curved 2 400X 600 Pipe

Daido Special Steel Chita 1980-11 Curved 2 370X 480 Bar and wire rod

Kobe Steel Kakogawa 1980-12 Curved 4 380X 550 Bar and wire rod

Kobe Steel Kobe 1981- 1 Vertical bending 2 300X 430 Bar and wire rod

Nippon Kokan Fukuyama 1981- 5 Curved 4 250X 490 Shape steel,
1980~ Bar and wire rod

Nippon Steel Muroran 1981-10 Curved 4 350X 560 Bar and wire rod

Sanyo Special Steel Himeji 1982-10 Vertical 3 370X 470 Bar and wire rod

Aichi Steel Chita 1982-11 Curved 2 370X 480 Bar and wire rod

Nippon Steel Yawata 1982-12 Curved 1 320450 Pipe,

Bar and wire rod

Table 2. Development of casting technology for high quality wire rods and bars.
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Fig. 4. Hot ductility of steels.
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Table 3. Main specifications of billet caster.

Item Specifications

Curved-Curvilinear
Kobe Steel, Ltd.
155 mm square

Machine type
Builder

Mold size

Number of strands
Interval of strand
Casting speed
Machine length
Radius

1.5m-1.5m-1.5m
Max. 2.4 m/min
21.2m

8 mR

3-1 J XIVEBEDBALE

Al ¥V FE 2 EERETLEAFEML/MHEY L »
FESEICTHETHLIRICHEL 2501, AlLOs /A
Mk By T4 932 ) ANVHETHD. ZOBIEE
ELTTIN— 2B TERIATHE ) AVHND
Ar HAWGAZR FENSHHDS, L v MEEED XS B/
WHEOBEHFFRABLOERBETOE vk — VK%
FRL, BN CHMLHERIE L LTRET SO mER
BFLERESH D, Lz T, BE#T O ALO; RN
W& BUEBICARB T 520, HAH ik Ca UWEIC X D H
B0 AlLOs RATEW % Ca0-AlLO3 S OER T ATER A~
ERRERIBT A A%, J AVEAEIEOEREFET
HY, INHREXOTHEODRENSTNREL DT b,
3-2 NEYRKEOBIE

YLy MESFIE, NHTEEFETH S OHFHN



S RS SR S D S S AR O HEAR 1263

TONEWF LTS5 TRV, FO-ORBEETO
BRMOEGAL & RIS 2 MUK T 52 L HEETSH
5.

BEOFEE, NBBEEE 7D BRERIC CEHRE
A7) BBRESRH CIToTwoH s, HibrMNs
HOEMEE LT, BFEA T OB, DRSO 2 7
FHE T Y PO — VB X UNEWE LSO 720 O ER
BipsaE, BENEoORBLEISBTLNL. 20X
W LCTHEMT O ALO; AEM ERUENICA 2T AHT
ENERERHIRT A OOEREMLTH B,

—%, EHEBEEICBWTIR, EHOEBILBLEB XU
TD HToOMEDR LS 2K, SIS L 220qE
MR A B 3L L RCHEL2TNRIER S W,
ECWHEGREE TDEOY—VO®EE, TD S ¥F—icX
HRA L OEMBIEXYD, /- TD L SFRIE TN
E—ARRRIE ) ANVICK D BROBVAABTEE & B
HRATRISY YV —F v 274 Y Z7ORBICL Y KF &
DB % ERiT A L AWETH 5.

Pl &S %4 Cc8E LR S TONEEEE
B R&E % Fig. 12 (SR T245, BGED 7V — 488,
M E RS REEE ZO TV 5.

3-3 EEXKEOBLILE

FHE/ARMICE U CRIEE % A FE MRS N, #Elh
BLXUE Uy F—NVThbH. #HHIN, #EEIOPILIITL
T, B/ AN, 9 F—F v A5 4 ¥ TEITIEE,
BRINOERE Y c VEH—ICT 57200857 -0

Steel grade : 0.20%C
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Fig. 12. Result of ultrasonic testing of bar pro-
ducts.

Molten steel level
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a)S20C, V.= 21m/min, A T=35°C
b) S45C,V, = 1.8 m/min, A T= 25°C.

Photo. 3. Surface of as cast billet after pickling.
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<+——— Casting length
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Fig. 14. Relation between oscillation mark depth
and oscillation cycle.
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Fig. 15. Result of surface defects of as cast

billet.

a)b) S20C, V.= 2.1 m/min,
A T=37°C, M+F-EMS
c)d) S45 C,v V.= 1.8 m/min,
A T=25°C, M+F-EMS
Photo. 4. Macrostructure of as
cast billet.



G PR TR O G P DS 1265

BEEDOERONT Y ADFTEOBODO T T LAHTH
VLTW b EEbhb,

X [

1) SE85 R, No. 1393 (1986 £7 A)

2) WEXHH, SHRE, ®R & WL B gkeH 65
(1979), S 187

3) fREZEE, WWARE, =SHEE, TFRER, BEHEE:
240, 64 (1978), S 186

4) MIERERA, AR, SEARECKER, SEFIE gkeM, 64
(1978), S 187

5) M &, SHE—E, BTHEE, BI OB, EBIEZ,
HOEfE: $k L 4, 64 (1978), S 637

6) EHKE, NFER, M=, FEREZ, AEEH:
& L4, 65 (1979), S 662

7) WAED, IWARA, BHET, WAKE: kLM, 65
(1979), S 191

8) FEspdE, BEEA, LWBEER, EHMEX, KEHE:
258, 65 (1979), S 123

9) AWRE, HEEEA, WREREK, HAREEX HILUFH,
EMAZR, AR gk, 656 (1979), S 657

10) AR, 8B B, REGEH, WERK, RAEFER,
MR Sk, 67 (1981), S173

11) iM%k A, WEIES, SHREE, WWHIE—RR, BTHEHIGE,
EE—BE: L4, 64 (1978), S 657

12) 80, TR%E, L. Rincsio: &5, 65 (1979),
S 165

13) oA, TR#EE, BRELH, hH—F, FHR=HE,
Bl BeHe, 4FFeisE: gk &, 65 (1979), S 238

14) =B Z, REMNE, sHASE, WHEEE, LM &
k5@, 65 (1979), S 240

15) Bk, KB %, @ MW, AREHE, AR
kL 44, 65 (1979), S 168

16) K EFEME, du)il ®, NS, HEBE: gL, 65
(1979), S 169

17) B&4tE, IEE—, KALRE KEE— & EBE:
25, 66 (1980), S 789

18) BHE—, WIGEE, F BE BEOZ, KERR,
SAREES: gk L4, 66 (1980), S 791

19) KEE, BA W, LEkE#E—, MEEEAN, &2 5,
SBikEER, F OMEE, GHE=: #EM, 66 (1980),
S 794

20) KT, &k W, WEEEA, Hi B, HAREX
& &g, SmEF=: gL, 66 (1980), S795

21) EWEH, FHIEZ, BEBEA, BERH, MEE
214, 70 (1984), p. 1697

22) NWSIERE, AXES, HE & =HEE HSEES,
FEmnLE: gL, 73 (1987), S886

23) FRBE— kM, 71 (1985), p.1631

24) KWRE, BAR ¥R Hie B, HifTHE, FABE,

NG k&8, 68 (1982), S 866

25) BIBF4T, FRAES, BAREH, F FE DFEL,
=8 B8k E, 72 (1986), S 1097

26) BIBFIAT, /AHREE, WARE, £8E6 ORkZ:
S, 73 (1987), S 279

27) Wy, #HIE— BORY, A B, FEH
eI, R & kiR, 72 (1986), S 259

28) # IER, HFEIBHE, A I, BEHET, KGEZ:
S L4, 72 (1986), S1020

29) JINGIERE, MEENR, SARR, REHE BEEREE
&40, 73 (1987), S 283

30) EEHE, NIFER, REBRE, PSEEHR MEARX,
SEHRHE: Sk & 4M, 68 (1982), S 225

31) NSk, FREZ, ILEMZ, $HEX, EE %
hESE: Sk e M, 72 (1986), S 201

32) BB i, HAkTk, BO=MmA, AfEE, ST K,
BTHSASC: #k &8, 73 (1987), S 252

33) T HE, WAk, SR, FiE E, WEFILEH,
JlgrER: gk M, 73 (1987), S 928

34) B bk, HERHE—ER, BEB=, /NISRL:gkeH, 73
(1987), A 231

35) RHEMT, BAEE, REE—, HiARER, FHEITHE:
k48, 68 (1982), A 165

36) KPEEE, B W, WEMNE, REER, BKEZ,
iy B g, 69 (1983), S 920

37) LT, HiRfedR, AKFEH, H4KEE, BE F,
PSARREER: k&, 72 (1986), S 994

38) Hig M, & B&E, BHE—, KFEEH: Proc. 2nd
Process Tech. Conf., Chicago (1981), p. 35

39) ‘BHH 7, WWHEBE, BEHEEL K E=gkiH, 6
(1975), p. 2972

40) BEM=, & BRE, BAFEZ, KRR, &2 5
$ L4, 69 (1983), A 185

41) EZHE, NIGER, BRBR, Sk#ES, BEE—
e RSB, 33 (1983), p. 89

42) KW, mE %, JIEIES, BB B SHARMK,
+ T gL M, 73 (1987), S513 ‘

43) HHEM=, BAEE, £ BE O RMEIR, 36
(1986), p.53

44) KARREEE, PIREHE, PREBIERL, AARGREE: gke M, 73
(1987), S 207

45) /NEAET], WNEBUA, 43R, EBEHARN, JIBILEE,
IS AHE: 8 & 68, 73 (1987), S 209

46) MR, No. 1374 (1985 4£ 11A)

47) WEEE=S, K o, ES--rE, fSEMAER: gk #, 64
(1978), S 623

48) I IER, BB B, e F EFER, RLEER,
EEEE. ML 7a+ X, 1(1988), p. 314

49) JIEERE, BB o, AEFEHK, HEEX RLEH,
EAEE ML 7ot x, 1(1988), p. 317




