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Synopsis :

In No.5 slab caster at Mizushima Works of Kawasaki Steel Corp., a stable operation has
been achieved by the combination of high casting speed from 1.2 to 1.8m/min and
development of superior machine characteristics; two-points unbending with divided
rolls of small diameter. Redial streaks in slabs of most steel grades have not been
observed due to high specific spray water, suitable control of chemical composition in
steel such as phosphorus and sulphur and precise maintenance of roll alignment.
Accumulation of non-metalic inclusions in slabs at continuously casting with high speed
is at the same level as casting with low speed because of improvement in steelmaking;
refining in ladle and sealing with immersed long nozzle between ladle and tundish as
well as casting with well-designed submerged nozzle. Hence, slabs for extra deep
drawing cold sheet and ERW pipe up to X75 are produced on routine base without any
difficulties. Surface defects on slabs are so few that most casts are directly charged into
reheating furnace in rolling mill shop without any conditioning. Breakout, one of the
biggest accidents at high speed casting, has been conquered by the choice of appropriate

mold powder with proper melting characteristics and adopting mold taper suitable to



casting speed. In recent several months, high productivity of 180000~20000t/month
has been attained by utilizing high efficient casting techniques i.e. slab width changing
during casting and sequence casting in different chemical compositions, and high speed

casteing techniques.
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In No. 5 slab caster at Mizushima Works of Kawasaki Steel Corp., a stable operation has been achieved by

the combination of high casting speed from 1.2 to 1.8 m/min and development of superior machine character-

istics; two-points unbending with divided rolls of small diameter.

Redial streaks in slabs of most steel grades have not been observed due to high specific spray water, suitable

control of chemical composition in steel such as phosphorus and sulphur and precise maintenance of roll align-
ment. Accumulation of non-metalic inclusions in slabs at continuously casting with high speed is at the same
level as casting with low speed because of improvement in steeimaking; refining in ladle and sealing with immersed
long nozzle between ladle and tundish as well as casting with well-designed submerged nozzle. Hence, slabs for

extra deep drawing cold sheet and ERW pipe up to X75 are produced on routine base without any difficulties.

Surface defects on slabs are so few that most casts are directly charged into reheating furnace in rolling miil

shop without any conditioning.

Breakout, ane of the biggest accidents at high speed casting, has been conquered by the choice of appropriate

mold powder with proper melting characteristics and adopting mold taper suitable to casting speed.

In recent several months, high productivity of 180 000~200 000 t/month has been attained by utilizing high

efficient casting techniques i.e. slab width changing during casting and sequence casting in different chemical

compositions, and high speed casting techniques.
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Trend of monthly production uwn Ne.5 slab caster
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