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The Technologies to Stabilize the Molten Steel Temperature and the In-mold Molten Steel Flow in Our C.C. Process
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Fig.1. Outline of No. 2 Slab Caster at Nagoya Works.

Table 1. Main specifications of tundish plasma heater.

DC transferred arc
5000Atorchx 2
2 .35MW!/torchx 2

Ar 2300 ¢ [min X 2
N2 0~30%mixing X 2

450 ¢ [mnX 2

Type

‘Max. current

Max. power

Plasma gas
flow rate

Cooling water

1995F12H21H%ft (Received on Dec.21,1995)

* Akio Uehara (Nagoya Works,Nippon Steel Corp.,5-3 Tokaimachi Tokai 476)
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Fig.2. Trends of molten steel temperature in the tundish with and without tundish heating.
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Fig.3. Comparison of temperature drops in a variety of casting
operations.

Fig.4. Internal quality caused by inclusions is improved with the
precisely controlled tundish heating.
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Fig.5. CRT screen image on overall monitoring operation.
Fig.6. Graphical display on the molten steel flow in the mold.
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Fig.7. Visual screen of the best casting operation condition for quality throughput.
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Fig.8. Automatically controlled molten steel flow with this mold visualization system makes
the occurrence ratio of harmful biased flow decrease drastically.
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