


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.

(c)JFE Steel Corporation, 2003
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High Speed Casting on Curved Type Slab Caster
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Hideo Take Shinji Kojima

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 1.8 m/min and development of superior machine character-

istics; two-points unbending with divided rolls of small diameter.
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Table 1 Main specification of No5 slab caster {(_‘a_:;__.\“'u.. I T ]
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Sequence cast in
different composition

Sequenve casting index
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Fig. 15 Trend of sequence casting index on No.5 caster
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Fig.19 Trend of hot charged slab ratio per production
on No.5 slab caster
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