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Medium Thickness High Speed Continuous Casting Process by Sumitomo
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Synopsis
PR,

Medium thickness high speed continuous casting technology has been developed by Sumitomo Metals. This continuous

casting process (including the compact mill process) is called the Quality Strip Production (QSP) process.

This report outlines the continuous casting process for the QSP process.
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Fig.1 Relation between slab thickness, machine length and productivity
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Table 1 Specifications of QSP process
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Fig.5 Block diagram of mold level control system
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Fig.6 Mold level fluctuation
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Fig.11 Mold level fluctuation during nozzle quick change
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Table 2 Basicity and physical properties of mold flux

Sk | HAEHE | EE A (KD) | OWSIE (Pass) (1573 K)
A 1.20 1388 0.08
B 1.23 1503 0.10
C 1.23 1468 0.09
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