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Research Status of High Speed Slab Continuous Casting Technology
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Abstract: When casting narrow sections or producing high quality steel grades by conventional slab caster, the pouring
cycle is forced to be prolonged, and it is difficult to achieve matching of the furnace and caster, which seriously restricts
the production capacity of steelmaking workshops. Therefore, it is urgent to improve the productivity of caster, and high
casting speed has become an important development direction of modern continuous casting. This paper reviews the
development history of high speed slab continuous casting technology at home and abroad, summarizes the technical
characteristics of high speed continuous casting, and focuses on the high efficiency strong cooling mold, nonsinusoidal
oscillation, molten steel flow control, mold powder, FC (flow control) mold, secondary cooling precision control and
other key technologies, which are used to solve the technical problem of stable production of slabs with high casting speed.
The realization of high casting speed is a comprehensive technology integrating technology, equipment, production
operation and automatic control.

Key words: high casting speed; slab continuous casting; FC mold; liquid level fluctuation; precise control of
secondary cooling
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Fig.1 Diagram of the force analysis of the mold shell
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Tab.3 Safe shell thickness of the mold outlet at different
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Tab.4 Main technical parameters of typical Japanese high efficiency slab caster™
s Nippon Steel 3 H /<l #k 24 7 NKK H A 45 25 7 Kawasaki Sumitomo ‘ Kobe
I35 i 4k V&3 il i 5K
- Ohita K73 Nagoty Kimitsu Fukuyama Fukuyama Mizushima Kashima Kakogawa
NO.4 2 ENO2  FHHNO3 #11 NO.5 11 NO.6 7K & NO.5 JE NO3 iy I NO.4-2
B ALE:N ALE ACE:N ACE:N DACE:N DALE:N DALE:N DALE:N
LA R/ 70 60 60 80 80 70 65 80
TA 2 2 2 2 1 2 2 1
4 T # K fmm 950 900 900 950 950 900 900 900
5 B R J¥ fmm 280 245 240 220 220~300 220 220 230/230
5 YR 58 FE /mm 1950 1300 1500 700~1 650 675~2 100 850~1 900 700~1 600 900~1 800
4K /m 44.5 48.4 43.0 42.1 49 45 42.7 40.5
LC/ULC fikH/ 8
Bk R B A 1.5 2.0 1.8 2.5 2.5 2.5 23 2.0
#/(m-min")
MC Hh B i 3k
-min’) 15 - 2.0 1.8 1.8 2.0
VeI
1.6 25 3.0 25 25

/(m-min™)

P& 3 o r o 3% o O SR R s 0
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