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Development of Constant Speed Withdrawing Method at the End of Continuous Casting
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Table 1

Constant speed withdrawing method

at the end of casting.
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Fig.5 Slab surface temperature.
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Fig.1 Conceptual illustration of casting
start during drawing out
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Fig.2 Casting speed change from the end stage
of front heat to the start stage of

back heat.
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Fig.3 Time composition from front heat ladle
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Fig.4 Contribution to production increase
by new method.
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Fig.6 Subsurface quality of end slabs.

DRERLISAY —DFELHERINT VALY, £k
DEAIZELDKIBRFESRSN, EHAS T LIZIF
FEOFER BN, T, BEIA IV

2 NPT ONTD, My TRASTEE (C;nvemio:ol me]thbod) (New method)
ist d Dist f lab d
MEZ DD 6 TRKRD/2EATIZ R ® ggcgmrrr?m slgooir?m Igcggfnemmm 1000mm
T Diameter of
LT3, < 3linclusions L
“ [] 30~ 50x
s ] 51~1004 M
@ yﬂ i~ 1501
LEICRTHIC, RECTHEERTL S | B3 2%
rBE. By TATTOMER LV S C
EHEASTWICA EL . ZOBHO—>
L LT, AECEREE CHMILGEES 5 |
ETFLAVA, U7y NEHEE 9
ET2PHHI N, o7 v v aRUHE T

ANEWZE LI L ERTHDENEZ S 0 20 406080602040;0.:80}00 2”:C)4(2;..60é6..l002040 60 80 100
ns5, (Fig. 8) , Distance from slab surface (mm)

Fig.7 Inner inclusion level of end slabs.
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