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Continuous Slab Casting of Stainless Steel and High Carbon Steel
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A deoxidation control of the 17% Cr ferritic stainless steel and effects of operational factors on slab surface

quality in continuous casting are discussed. Next, the fact that longitudinal surface cracks of martensitic stainless

steel are mainly caused by primary cooling condition in the mold and peritectic reaction during the solidification

is quantitatively described. Further, a new heat treatment method is proposed to avoid the martensitic transfor-

mation of cast slabs.

On the other hand, low casting speed and high specific water flow-rate operation are adopted in high carbon

steel to prevent internal cracks which are apt to occur just below the mold because of its low strength at high

temperature. A break-out problem by improper lubrication between the mold and the solid shell was solved by

the development of a new casting condition detector.
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