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Table 1 Major parameters for 0# slab continuous casting machine
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Fig. 1. Comparative diagram of inclusion number and density in liquid steel
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Fig. 2Tundish [N] and [O] increments before and after full process protection casting
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Fig. 3 Effect of tundish capacity on steel plate flaw detection qualification rate
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Fig. 4 Composition Diagram of Defect Parts
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Fig.5 Effect of casting speed on inclusion floatation rate
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Tab 2 Corresponding reduction interval, reduction amount and dynamic heavy reduction for typical steel grades

ALy JER X JE T E BAEE B
NM500-2 0.2~0.7 15mm 11, 12, 13
N45-2 0.2~0.7 15mm 11. 12, 13, 14
F40-QT 0.2~0.9 14mm 10, 11, 12
$3551-3 0.2~0.9 15mm 11, 12, 13
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Fig.6 Cross Section Macroscopic Physical View of Extra Thick Slab
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Fig. 7 Center Segregation and Center Porosity of Extra Thick Slab
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Fig. 8 Qualification rate of ultra-thick slab inspection

ZREPTE, ASCEEIRM) e R AR IR SRR SRR, Il I ST AR R b L 20KT
B TR) R B B T AR AR TR A R AR D R A 2, A A R RO I T 5 R SR B 2 S TR PR AR P
JiE, SRTVRR AR LN REAR T A A A0 ORBE, T AR A2 Al 1 J5E 0 U ik ] 2R e e 3 8 BE AN R
Foft 8 1 DX TR IS N R BN A B N B AR i X T8], AR Fe AR TR IR AN AR X B [ i i . I8 31 118
HRC ZE R O DA B IR AR o AR Ao (0 H Y, 3t 0 4R 1 A SEARR IR 5 5

SE 3K

[1] Miyazawa K, Schwerdtfeger K. Macrosegregation in continuously cast steel slabs: preliminary theoretical investigation on the
effect of steady state bulging[J]. Steel Research International, 1981, 52(11):415.

[2] Kajatani T, Drezet J M, Rappaz M. Numerical simulation of deformation-induced segregation in continuous casting of steel[J].
Metallurgical and Materials Transactions A, 2001, 32(6): 1479.

[3IXI R F [ Py MRS AR A 7 HoR S BESI r M [0]. 58 JRAR, 2022, 28(04):7-12.

[41EERM, B&, EEE, WKIEAL, THNI, H8 % 400 mm Re MR SO AT £ 6 BE S0 0E 85, 2019, 44(06):47-
50.DOI:10.13228/j.boyuan.issn1005-4006.20190017.

[SIRME), &gk, FFE FWm R EREGEEBNERSI]4NEL, 2011, 46(04):98-101.DOI:10.13228/j.boyuan.issn0449-
749x.2011.04.013.

(6] BaL S, U5, WotR, EWIH.E%NERIE AP E KSR BRDL N, 2019, 54(08):64-
69.DOI:10.13228/j.boyuan.issn0449-749x.20190138.

(708, FEW, FEE, BHR, TRk, 5% .400 mm £FFRE R P T 2B TOE, 2019, 44(01):1-
4.DOI:10.13228/j.boyuan.issn1005-4006.20180096.

(81X AR JEAM AR ARAT AN A8 S IR 2 A B4l [J]. 58 )5 AR, 2021, 27(02):34-36.

367



