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Improvement of First Slabs Quality by Increase of Acceleration of Casting Speed
at the Initial Stage of Casting
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Fig. 6. Distribution of inner inclusions amount along
casting direction.
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Fig. 7. Comparison of surface quality of first slabs
between two methods. (Ultra Low Carbon Steel)
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Fig. 8. Transition of surface defect index on cold rolled
coil. (Ultra Low Carbon Steel)
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Fig. 9. Transition of the ratio of the applicable slabs to
severe use in the total unsteady stage slabs.
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