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Manufacturing Techique for Stainless Steel Clad Plates by Enshrouding

Casting and Rolling Process

Hidenari KITAOKA, Tkuo YARITA, Akira KAWAHARADA,
Teisuya Fuiil, Taketo OKUMURA and Shouichi SENGAN

Synopsis :

Coating conditions of organic polymers on the cladding metal surface are found to form a film of suitable
thickness ; thus, reoxidation of the cladding metal surface and scum entrainment can be completely pre-
vented, resulting in satisfactory bonding at the interface between cladding metal and base metal.; An effect
of hot top on a remelting behaviour of the cladding metal has been investigated. The plate with low clad

ratio is realized by applying the proper hot top condition.

In order to achieve uniform distribution of clad

ratio and flatness in the product, new rolling and levelling methods have been developped by investigating
deformation behaviour during the slab and plate rollings and levelling processes of the two-layer stainless-

carbon steel clad plate.

Key words : enshrouding casting; stainless clad steel; organic polymer; oxidation; solidification;

deformation ; rolling ; levelling.
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Manufacturing sequence of clad steel by enshrouding cast and rolling process.
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Photo. 1. Microphotographs of the defects at
interlayer detected by Ultra-Sonic test.
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Fig. 2. Effect of resin coating on oxygen concen-
tration in mold atmosphere.
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Fig. 3. Relation between ratio of non-bonding
area after slabbing and teeming rate.
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Photo. 2. Prevention
method for air leak from
top of ingot. '
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Fig. 7. Influence of thickness of cladding metal on
maximum temperature at surface of cladding metal.
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Table 1. Variation of clad plate curvature by new
method, comparing with conventional method.
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Fig. 12. Schematic illustration of a new leveller
with one side cooling device.
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