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High Productivity Operation of the No. 5 Continuous Caster at Fukuyama Works
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Table1 Main original specification of Table2 Countermeasure of step-up in production
No.5 slab caster
| tem Countermeasure

I tem Specification Elevation of casting | 1) Optimum control of Mold Erectro-

Type of caster Vertical multi-point bending efficiency magnetic Stirrer (M-BMS)
-unbending 2) Prevention of speed reduction by
Number of strands 2 increasing tundish capacity at

Machine length 42. 10m ladle change (65Ton—80Ton)

Secondary cooling zone 25m

Slab size Thickness

220mm

3) High speed slab cutting
4) Bui Idup of secondary cooling

Width 700~ 1650mm Shortening of 1) Elevation of seauence of casting
Length 5900~ 14500mm noncasting time [ (Prevention of Ai20s clogging
Tundish capacity 65Ton submerged entry nozzle)
Casting speed 2.20m/min 2) Shorter preparatory time for
Nominal capacity 180 000t/month casting
3) Extension of pitch of periodical
maintenance
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Fig4 Configration of insert nozzle

Table3 Chemical compositions and
properties of submerged
entry nozzle
C°",‘,’§'Z“z‘°e"°' Improved nozzle

C 27.7 18.1

Chemical Al203 45.8 _

Composition $i02 253 _
(Wt %) 2r02 - 52.7
Ca0 - 24.8

Apparent Porosity (%) 12.7 16.1
Bulk Density {g/ecm3) 2.3 3.03
Modulus of Rupture(kg/cm?) 127 12

Al203-C \
Zr02-C
Ca0-2r04

Corniventional nozzle

Figh

Improved nozzle
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Fig6 Relation between casting time and

thickness of deposited Al 03
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Fig7 Overation at time of casting preparation
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Fig8 Transition of length of casting

sequence and casting time ratio
X B and monthly production
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