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Synopsis :

Philosophy of designing No.2 slab caster at Chiba Works of Kasawaki Steel Corp. is
described. Considering inner quality of slabs under high cast speed, this machine is
originally characterized by the following three points: inner quality of slabs under high
cast speed, this machine is originally characterized by the following three points: (1)
2.4m of vertical zone below meniscus to reduce non-metalic large inclusions, (2) Profile
to keep inner strain caused by deformation less than 0.1%, and (3) Small roller
pitch(210~220mm) to prevent bulging. From results of operation, it became clear that
cleanliness of cast slabs was satisfactory, but slight inner cracks and center segregation
were generated by bigger roller pitch at No.1 pinch roll at the casting speed of over
1.2m/min. Based on these results, the roller pitch at this part was modified from 440 to
340mm. The results of tha modification are as follows: (1) Inner cracks and center
segregation are as reduced, (2) Inner crack index is increased in proportion to strain

rate, and (3) Segregation degree is increased in proportion to the amount of bulging.

(c)JFE Steel Corporation, 2003
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Philosophy of designing No. 2 slab caster at Chiba Works of Kawasaki Steel Corp. is described. Censidering

inner quality of slabs under high cast speed, this machine is originally characterized by the following three points:

1) 2.4 m of vertical zone below meniscus to reduce non-metalic large inclusions,

2) Profile to keep inner strain caused by deformation less than 0.1%, and

3) Small roller pitch (210 ~ 220 mm) to prevent bulging.

From results of operation, it became clear that cleanliness of cast slabs was satisfactory, but slight inner

cracks and center segregation were generated by bigger roller pitch at No, 1 pinch roll at the casting speed of

over 1.2 m/min.

Based on these results, the roller pitch at this part was modified from 440 to 340 mm.

The results of the modification are as follows:

(1) Inner cracks and center segregation are reduced,

(2) Inner crack index is increased in proportion to strain rate, and

{3} Segregation deqree is increased in proportion to the amount of bulging.
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Table I Main specifications and cast steel grades
of Na.2 slab caster at Chiba Works
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Table 2 Main roller specifications of No.2
slab easter
{1 rom original design]
Roller ) Roller ! RUH
Uinits diameter pitch devided
{ rnm} _lmm) | fmm)
Berding unit 150 180 5
Casting bow 175 : 212 4
Straightener 175 220 i}
Horizontal apron 175 205 4
Pinch roll No.l 550 437.5
Pinch roll No.2 350 375 -
- Nod4 j

{Roller pitehs are shown in maximum)
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