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Construction and Operation of Vertical-with-Bending

Continuous Slab Caster at Mizushima Works
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Synopsis:

Vertical-with-bending type continucus casting machine, the fifth C.C. machine at Mizushima Works, Kawasaki Steel
Corp., has been satisfactorily working since its start of operation in November, 1976,

This large-section (Max.310x2500mm) slab continuous casting machine with many kinds of automatic control equip-
ment is contributing to a high productivity,

Ten months’ operation showed a marked improvement in the internal quality of the slabs as compared with that of

curved type machine. Namely central segregation diminished because of decrease of non metallic inclusion and increase of
areal ratio of equi-axed zone, and internal crack disappeared completely.

Swface quality of slabs was as excellent as that of curved type machine,
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Table 1  Main specification of slab casters at Mizushima Works
No.6 CCM No,5 CCM No. 2 CCM
Furnace 250t LD, =24 2501 LD, =% 180t LD, x%4

Machine type Verticai-bending 8 type (2 point bending? S type [1 point bending}
Casting time 45 ~60min-heat 60~ 80min: heat 45min - heat
Number of strands 2 2 2

215 11600 -2 200, 240> 11 60O - 2 030},

Stab size 310+ .2 300 - 2 500" 100 (1408~ 19007, 220 % (8501 550} 2201575, 26018590
Steel grade 40,30k i plate; X60, X63 line pipe f\ﬂlﬁfl?;em(;p;]ﬂate.k:la\v pipe. L.C. 40 kg mm® plate
Casting radius 10500 mm 12 000 mm, 19000 mm 12 500 mm

Cut slab length

5500~ 12 200 mm 4 000 --12 200 mm

2000~ 12 200 mm

Slab supporting length 334 m 269 m
Casting floor FL+152m h FL=130m FL+135m n
Outlet pass hne FL-160m FL+10m FL+12m
Containment toll type Divided Simple plus divided Simple

Table 2 General specification of slab
conditioning line
Capacity Scarfing line | 100000
(t/manth) Cutting line | 140000
Thickness 190310
Slab size |y 8502 500
{mm}) B
Length * Max. 12200
Seart 2 sided cold scarfing machine
carier {Union Carbide Corp.)
Culting 2-torched gas cutting machine, X2
machines {Koike Sanso K.K.)
Roller tahles, chain transfer table, slab
Other ' -
installati turner, pusher, ptler {Sasebo leavy
installations lndl]&l[‘lt‘h LU Kawasaki Denki K K.}
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{a) Start

{b} Disconnecting

{¢) Disconnected

Fig.9 Schematic illustration of dummy bar head disconnection sequence
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Fig.10 Schema of the straightener
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