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Development and application of "Interface" technology
of billet continuous casting-rolling

WANG Xin-dong', CHANG Jin-bao*, LI Jie®
(1. HBIS Group Co. , Ltd. , Shijiazhuang 050023, Hebei, China;
2. HBIS Group Technology Research Institute, Shijiazhuang 050023, Hebei, China)

Abstract: In this paper., the development and application of hot delivery and charging, direct rolling and endless roll-
ing technology of casting-rolling of billet are introduced with the view of metallurgical process engineering. Taking
the process of billet continuous casting and rolling as an example, the key elements which influence the energy dissi-
pation of the process were studied and the key technologies to realize "laminar flow" operation of material flow, en-
ergy flow and information flow in the typical dissipative system of the metallurgical process were discussed. Through
theoretical analysis and factory examples, it is proved that by optimizing the "interface" connection of continuous
casting and rolling, establishing the optimized operation network of material flow, energy flow, and information
flow and realizing efficient operation, the energy dissipation of the whole process can be significantly reduced, a
large number of energy sources can be saved, to realize cost reduction, efficiency increase, energy conservation, and
emission reduction. and green production.

Key words: metallurgical process engineering; continuous casting-rolling "Interface technology"; hot transfering and

hot charging; direct rolling; continuous casting-endless rolling
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Fig. 1 Increase of enthalpy of billet at different hot

charging temperatures for every 100 C increase
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Fig. 2 Layout diagram of direct rolling revamping
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Table 3 Measured datas of billet temperature C
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Fig.3 Layout of billet continuous casting

and endless rolling process
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Table 3 Matching relationship between capacity of continuous caster and

steelmaking furnace in billet continuous casting and rolling process
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180 32 400 6 91 60 91
150 22 500 6 63 60 63
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130 16 900 6 48 47 47
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