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Operation and Quality of Horizontal Continuous Caster for Stainless Steel
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Table 1 Main Specifications of Horizontal

B (N.1CCM) & 7V — L EFHH (N2CCM) % R A Continuous Caster at Hikari Works.
. S A G . - Ladle Capacity : 60 tons
LTwizat, 4, K o 5 (NO'3CCM) *rBAT . Tundish Capacity : 10 tons
BT LTy S — b0 BERE EBRIL  Number of Strands P2
+ Casting ;Section : 150 mm sq. 315 mm sq.
22 LA 7YY NRURBMHLA Range 150 mn dia. 170 mm dia.
. - . _ ;Length . 4,400 ~ 12,700 mm
Flg. 217 8% ﬁﬁ L4 7% bR UTable 112 & ﬁ 'ﬂ: & % - Plant ;Overall Length  : 55,000 mm
. =n .- . o Length ;:Mold to Cutter : 21,000 mm
R o ARSI v T4y V2N BERMBEE. ;Pass Line - FL+1,000 mm
+ = Y ~ f ) > 3, ,St d S i N 1,500
E-V FERES. BHEIREBRVEBHEE g oo Seacne = L™
fﬁllfﬁﬂ:/xilx%}%ﬁil,f:: a%%ﬁ&-@—%o ;2nd zone :GraphitePlate
(Adjustable type)
(50 ~55Min/ heat) NalCC (Vertical ~type Slab Caster)l * Withdrgwal ;Numbgr .
> Device of Pinch Rolls :2 Pairs
[ B [+{sm(@m/meat)}+{ cTc (100 ~110Min / heat] ;Roll Drive Unit : AC Servomotor
; Na2CC (Vertical ~type BloomCaster)J - Cuttil'{g Device : Powder-Gas Torch
[vanaoor 12/heat) (100~ 110 Min / heat) - Auxiliary Equipment  Tundich Lovel Dotoctor

* composition and

(Electromagnetic type)

te.mperature control equipment e . EMS in Mold
Fig.1 Material Flow of Steslmaking Plant at Hikari Works, : EMS in Strand
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Fig.2 Schematic view of Horizontal Continuous Caster at Hikari Works.

EEk 3411H 7TH 4+ (Received Nov., 7, 1891)
x Shougo Matsumura (Hikari Works, Nippon Steel Corp., 3434 Oaza-Shimata Hikari 743)
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_ Fig.3 Schematics of Nozzle and Mold.
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Fig.7 Effect of Time on Hot Tear Depth.
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Fig.8 Distribution of Cold Shut Crack and Hot Tear,

Li — L2 =4.0mm Li1-Lz = 0.8mm
a)  Mold-EMS not applied b) Mold-EMS applied

Photo 2 Effects of Macrostructure of Cross Section on Mold-EMS,
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