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Development of Continuous Casting Technologies at Kawasaki Steel
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The development of continuous casting technologies at Kawsasaki Stee! during the current decade is described from the
viewpoint of operation and product quality. The operating ratio exceeded 92% by the introducticn of tundish hot recycling
technology and so on. Electromagnetic flow control mold (FC Mold) enabled an improvement in slab gquality and an
increase in casting speed up to 2.5m/min. Synchronized operation with the hot rolling process made it possible to charge
slabs into the reheating furnace over 850°C. FC Mold and continuous forging process were developed as the advanced
methods for the initial and final stages of solidification. As a result of the technical advancement, the quality of DI-can and

cold rolled coil have been improved significantly,
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Fig. 1 Change of sequence casting and time ratio of metal in mold in

No. 5 CCM and No. 4
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Fig. 2 Schematic diagram of automated equipment in continuous casting process
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Table 1 Key technologies for high productivity and high

quality
Equipment | Technologies of No. 4 C C at Mizushima Works
Tundish Large tundish without air contamination
Mold Adoption of Flow Control Mald
High accurate and reliable mold level control
High frequency oscillation system with
hydraulic drive
Roller Vertical zone below mold {3 m)
apron Mutipoints bending and unbending

Adequate secondary cocling pattern with mist
spray cooling system
Short-pitch divided rolls for all the segments
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