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Practice to raise cating speed in FSTC thin-slab caster of
Tangsteel

SHAN Qing-lin, ZHAO Jian-ping, WANG Shuai, HOU Ming-shan, ZHENG Jiu-qiang
(Tangshan Iron and Steel Company, Hebei Iron and Steel Group, Tangshan 063016, Hebei, China)

Abstract: In order to raise casting speed in FSTC thin-slab caster of Tangsteel, some measures were taken, such as en-
suring a reasonable composition and temperature of molten steel, developing new type of mould powder for high casting
speed production of caster, optimizing the structure of submerged nozzle and mould, applying of EMBr, etc. By means
of corresponding measures, the maximum casting speed of FSTC thin-slab caster of tangsteel increased from 4.5 m/min

to 6.0 m/min, and the slab has good surface quality, no defects such as segregation, porosity and shrinkage in micro-

structure of slab, The hot rolled coils also have good microstructure and properties.
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Table 1 Physical indexes of mould powder for high casting speed production
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Fig.1 Comparison of submerged nozzle

structure before and after optimization
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Fig.2 Comparison of mould level before and after

applying of EMBr
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Table 2 Comparison of degrade rate of slab in casting

speed of 4.0 and 6.0 m/min
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4.0 0.08 0.11 0.31 0.12

6.0 0.17 0.17 0.56 0.28

(a) 4.0 m/min; (b) 6.0 m/min.
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Fig.3 Macrostructure of slab produced at

casting speed of 4.0 m/min and 6.0 m/min
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Fig.4 Metallograph of slab produced at casting speed of 4.0 m/min and 6.0 m/min
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Table 3 Comparison of properties of hot rolled coils

produced at casting speed of 4.0 m/min and 6.0 m/min
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