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Overview and Operation of No.2 Continuous Slab Caster at Shunan Works

Yuki Honda, Yoji Kanechika, Hiroshi Morikawa, Nobuyuki Yoneda, Yoshiharu Shigeeda, Sinichi Ikeda, Toshiaki Hira

Synopsis:

Continuous slab caster No. 2 (No. 2CC, vertical bending type) has been in operation at the Shunan Works since April 2015.

In order to improve both productivity and quality, and enlarge the size of slabs, the No. 2CC incorporates many technologies.

We established stable operation within 31 days after startup, and now the No. 2CC is in operation, providing highly productivity and

quality.

This report gives an overview of construction of the No. 2CC.
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Fig. 1 Steelmaking process and items for production capacity improvement in Shunan Works.
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Fig.2 Layout of steelmaking shop.
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Table 1 Main specifications of No.1CC and No.2CC
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BHAANE Loy Vo v 2B L2, £9, HUHS
T HSUSATHEHIZ X B8k 24TV, FEARMEBETE

ABIOAT T a4 VONEMRERT, EERRE
GO RSN DM 4T 5 720 3 FIF16 H #1232k
REOMERZETTHEEDIZ, W T TU~OHIED
2T L, 3IHHIZIZ3RFRICE Z>24H$Fhﬁi%ﬁ'ﬁi%$ﬂ:)\o
720 BHIZ, AR ARl % 32 VP 3 - A#212I3
2T L, 20154E11 H 113 4s i 2CCA DS bivfﬁ%
TEATOBHIRIEZ AT > 720

=y 5
nn e

H 7 B8 5 #t No.97 (2016)

BOGHEPHEILK EIT o720 T2, ¥4 Fu—
WTHICCITFIARTH o724, 2CCIE I ARICHRL, 1
WX 28R ERHIAZIAR L7z ZOEARREE
K 8IZ/RT o ICCEILIR L CHADINIVY ¥ Tl ltld
DR D LTz,
if’ B EEAT) Z & TR Y = VAL R,
WER LG mMEBOMRSIEEINL, BIE
@#%ﬁ?é%@khf# WSV Y v T RYE LN
WHIBEEND D Bo HFIZOWTIR 2REGEHTOT —
wﬁ?ﬁ%t‘éﬂ%ﬁ%f%@ B Yz oV ASHE L
PORY—LGEITHAELR TV, Zoxike LT,
u— ¥ y%%?%%ﬁﬁﬁk L7ze —H, BEHIZOWT
FEIEMEREEO S WEBY—K Y £ TOTDR b v 8



JE i S T N 0. 238 fe 5 135 R A OB & s 57
30 16
%6&25_ ol1CC
: 14 L o m2CC
&K 20 =
T oist 3 B
~ L el
N il T
~ 10} (= .- m
3 & 4
2 05F = 10
2 00 &
- 08 &
_05 -
—_— .0 0.6 1 1 1 1
0.90 1.00 110 120 1.30 0.80 0.90 1.00 110 1.20 1.30
(M2 5 JUE (m/min) 445 3% 7 (m./min)
8  HhEEEE LNV Y v TR B O MR 9 WA B DK

Fig.8 Relationship between casting speed and index of narrow
side bulging.

—ZEAL, S SICHIBEE S R ICEL/10E
L7zo R21ZHm L ~AVHIE T X0z R4 K9
(ZH B L WA B O BIR R 2CCIE H i A

£2 1CCL2CCH U HIETT R D
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Fig.9 Relationship between casting speed and fluctuation in-
dex of meniscus.
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