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Production of Stainless Steel Strip by Twin-Drum Strip Casting Process

Mo E e H

Hidemaro TAKEUCHI  Hivoyuki NAKAJIMA Shigenori TANAKA Mamoru YAMADA

TR oE B BB B e

L E % e B & B —©

Yasuhivo Ryouichi HIDAKA
YAMAGAMI

24

%

B ARSI BV T, —N D F J A (EE1200mm) &4 4 FIETER SN 3ESCER 23 E£AAT,
ATV ASIREEEMET 5V A V¥ I AREEEHEREL 2. BEV -~V EIREOBE ZHIEIK L D, 800mm
£1330mm OFBHIET, L0t MEORELFEESTE 3 X 5 ix o Tz, S HETE OBEEE r EREDEASH
DEEH» S, EMIANBERTH—REEADLHIELCS Z L 2EAL, REENOZWEN 2155 KT 2L
LUTze BRI & BBH CERAEM/NE BT, 7 0fiFERNS W, SR EHHEEEL, EEM OBRAE
B LWREEHEAT, ERERHEAT, WEESER, BRAVOEFEZNES v,

Abstract

The Hikari Works of Nippon Steel Corporation has developed a twin-drum strip casting process
in which stainless steel strip is directly produced from the molten steel charged into a casting
machine, consisting of a pair of drums (diameter: 1,200mm) and side dams. This process can
achieve stable casting of 10 tons of 800 and 1,330mm wide strip by closely controlling the molten-
steel pool level between the drums and the strip thickness. As a result of examination of the mi-
crostructure and the distribution of columnar zone thickness in the transverse cross-section of the
cast strip, it was elucidated that surface cracking is attributable to non-uniform heat transfer.
Based on this finding, the technology for producing crack-free cast strip has been established. The
strip produced by this process features finer inclusions and smaller degree of microsegregation. The
mechanical and corrosion-resisting properties of the cast strip after cold rolling were examined.
Compared with conventional steel strip, the cast strip is higher in corrosion resistance and less

anisotropic in crystal orientation.
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[tems Specifications
Type Twin drums
Ladle capacity 10 ton
Tundish capacity 1.6 ton

Casting speed 20~130m/min
Strip thickness 1.6~5.0mm
Drum width 800/1330mm
Drum diameter 1200mm
Drum sleeve Cu+Ni plating

Coiler type Up-coiler
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