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High Speed Casting Mold for Billet Caster (NS Hyper Mold)
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Abstract

The high speed casting technologies is an attractive tool to increase the productivity of a billet
continuous casting machine. Nippon Steel developed a high speed stable casting and long life mold
called X mold 6 years ago. X mold has gained many customers around the world. Now Nippon Steel
has newly developed a higher speed mold called “NS Hyper Mold” which is combined with X mold
and other new technologies. This paper presents the splendid results obtained by a billet caster
sitnated at Kyouei Steel in Yamaguchi, where Nippon Steel installed a NS Hyper mold one year ago.
These results will lead casting speed for 130 x 130 mm? billet to 6 m/min with excellent high quality.
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Before modification

After modification

1. Ladle 120 t Same
2. Number of |6 strands Same
strands
3. Tundish 16 t 25t
capacity
4, Steel grade |Midium and low C |Same
5. Size, speed Maximum
150mm X 150mm, 150mm X 150mm,
2.6m/min 4.6m/min
165mm X 165mm, 165mm X 165mim,
2.2m/min 3.8m/min
185mm X 185mim, 185mm X 185mm,
1.8m/min 3.2m/min
6. Mold NS Hyper Mold
800 mm long 900 mm lomg +
2 foot rolls
7. Meniscus Thermocouple Same (7 -ray
control system system/provisinal)
8. Secondary + 12000 /min + 22008 /min
cooling + 2 zones » 3 zones
9. Oil-hydraulic Increased cutting
shear speed
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