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Description

TECHNICAL FIELD

[0001] Thepresentinventionrelatestoacastinginstallation and a casting method using the same, and more particularly,
to a casting installation that may easily produce a slab for an extremely thick steel material and enhance quality, yielding
percentage, and productivity of the slab and to a casting method using the same.

BACKGROUND ART

[0002] KR 20110074153 A discloses a vertical casting device comprising a cooling mold, a support, a solidifying unit, a
magnetic-field applying and a cooling unit. KR 2010 0085748 A discloses a vertical semi-continuous caster comprising a
cooling mold, supporting part, second solidification part, and a magnetic field application part.

In general, an extremely thick steel material has a thickness of at least 100 mm, and internal quality such as porosity and
mechanical properties such as impact and toughness of the extremely thick steel material are managed with a thickness
reduction ratio (slab thickness/product thickness) limited according to an intended use. For example, as marine structural
steel, there is required an extremely thick steel material having the thickness reduction ratio of 4 or more and pressure steel
and wind power structural steel requires the thickness reduction ratio of 3 or more.

[0003] Currently, an extremely thick steel material may be produced through predetermined post-processes such as
forging and rolling of an ingot or slab produced by a continuous casting process. Aningot process is, for example, disclosed
in KR 2008-0034951. A continuous casting process is, for example, disclosed in JP 2002-361374. When an extremely
thick steel material is produced by the ingot process, i.e., the former method, the ingot is produced into an extremely thick
steel material product by a forging process or is subject to an additional rolling process. In particular, since the extremely
thick steel material requiting a high thickness reduction ratio regards the internal quality as an important factor, a slab
mostly cast in an ingot is subjected to a forging operation and then produced through a rolling process.

[0004] As such, producing an extremely thick steel material by using a slab cast in an ingot may correspond to the
production of an extremely thick steel material having a high thickness reduction ratio and has an advantage for the
production of a small-lotin consideration of a demand characteristic of the extremely thick steel material. However, the slab
produced by using the ingot process requires cutting of an unsound region for removing the unsound region generated
around ariser and a main riser. Thus, deterioration in yielding percentage of the slab is caused due to cutting of upper and
lower regions of the slab, so that production costs for producing the extremely thick steel material is increased.

[0005] Meanwhile, when an extremely thick steel material is produced by the continuous casting process, i.e., the latter
method, in general, the extremely thick steel material is produced by a method of rolling a slab subject to a continuous cast.
Although the latter method is excellent in yielding process and thus superior to the ingot process in terms of production
costs when compared to the ingot process, there is a problem in that a thickness of the extremely thick steel material is also
limited due to a limited slab thickness when steel products requiring a high thickness reduction ratio are produced.
[0006] Further, since the extremely thick steel material is relatively thick compared to a normal slab, it takes a long time
until the slab is completely solidified after being cast. When a slab for an extremely thick steel material thicker than a
general slab produced by a general caster is produced by a conventional casting method in which molten steel is
continuous cast and cut, solidification is completed to an inside of the slab and thus the installation of the caster becomes
very long for a cutting process, which leads to enlargement of the installation, resulting in consumption of enormous initial
cost in terms of production costs.

[0007] In addition, since possibility in which an internal defect of the slab occurs is high compared to an ingot material,
there is a high possibility in which an internal defect in a continuous cast slab may remain in the extremely thick steel
material. In addition, since a continuous cast installation for producing a slab is optimized for mass production, there is a
disadvantageous problem in terms of production of a small-lot.

[0008] Thus, development of new installation and process is urgently required for producing a slab for extremely thick
steel material having a high thickness reduction ratio, the slab being not easy to be produced in a general casting
installation. That is, required is an installation and process which is capable of enhancing internal quality and yielding
percentage same as or better than an ingot slab in terms of steel quality, is advantageous in producing various kinds of
small-lot extremely thick steel materials in terms of production, and is capable of enhancing productivity compared to the
production of the ingot slab.

DISCLOSURE OF THE INVENTION

TECHNICAL PROBLEM

[0009] The presentinvention provides a casting installation easily producing a slab for an extremely thick steel material
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and to a casting method using the same.

[0010] The presentinventionalso provides to a casting installation capable of enhancing quality and yielding percentage
of a slab and to a casting method using the same.

[0011] The present invention also provides to a casting installation capable of enhancing productivity of a slab and
efficiency of a process installation and to a casting method using the same.

TECHNICAL SOLUTION

[0012] A casting installation according to the present invention includes the features of claim 1.

[0013] The first stirrer may have coils wound around the slab and disposed in the form of a circle.

[0014] The casting unit may include a second quality controller provided on an outside of a passage of the casting unit
through which molten steel passes.

[0015] The accommodation unit may include a mold configured to form the passage through which the molten steel
supplied to a tundish passes, and the mold may be formed so that the slab has a thickness of 800 mm or less and a width of
2000 mm or less.

[0016] The second quality controller may include: a stirring unitincluding atleast one stirrer disposed on an outside of the
mold and configured to stir atleast any one of the molten steel and unsolidified molten steel inside the slab; a second heater
installed so as to be able to move forward and backward in a region directly below the mold and configured to heat an upper
portion of the slab.

[0017] The stirring unit may include: a third stirrer disposed in proximity to the mold and able to elevate in a drawing
direction of the slab; a fourth stirrers provided spaced apart below the third stirrer and able to elevate in the drawing
direction of the slab.

[0018] The third stirrer may have coils wound around the mold or the slab and disposed in the form of a circle.
[0019] A pusher for separating the slab from the drawing machine may be provided to the casting unit and the pusher
may be installed so as to be able to reciprocally move forward and backward toward the solidification unit.

[0020] Atransferunittransferring the slab from the casting unit to the solidification unit or from the solidification unitto an
outside of the solidification unit may be provided.

[0021] A casting method according to the present invention comprises the features of claim 10.

[0022] The casting of the molten steel is repeated in the casting unit after the slab is transferred to the solidification unit.
[0023] When the casting of the molten steel is repeated, the transferring the slab to the solidification unit may be
performed while the molten steel is transferred to the casting unit so that preparing the casting is performed.

[0024] When the casting of the molten steel is a single casting, that is one time casting, the solidification of the slab may
be completed in the casting unit or after the slab is transferred to the solidification unit.

[0025] The molten steel may be cast at a casting rate 0.3m per minute or less.

ADVANTAGEOUS EFFECTS

[0026] Accordingtoa castinginstallation and a casting method using the same according to embodiments of the present
invention, itis possible toimprove yielding percentage of a slab produced by a continuous casting. Thatis, when a slab cast
in a casting unit is solidified in a casting unit or a solidification unit, the length of a pipe generated at an upper portion of the
slabis reduced to enhance yielding percentage of the slab by delaying solidification of the upper portion of the slab by using
a second heater or a first heater.

[0027] In addition, molten steel remaining in a mold is stirred to enhance inner quality during casting and unsolidified
molten steel in slab is stirred after a casting is completed, so that the equiaxed crystal ratio in the slab may be enhanced,
segregation and porosity may be reduced, and an internal defect such as a pipe occurring at an edge end of the slab may be
reduced.

[0028] In addition, according to the present invention, it is possible to continuously cast another slab in a casting unit
during a process in which solidification of a slab is performed in a solidification unit. Thus, since a process required for
solidification of an extremely thick steel material may be completed in the solidification unit, a casting of molten steel may
not stop, thus capable of improving productivity of a slab and efficiency of a process installation.

BRIEF DESCRIPTION OF THE DRAWINGS

[0029]

FIG. 1 illustrates a view of a casting installation according to an embodiment of the present invention.

FIG. 2 illustrates a flow chart of a casting method according to an embodiment of the present invention.
FIG.3 illustrates a view of an operating state of a casting installation according to a casting method in FIG. 2.
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MODE FOR CARRYING OUT THE INVENTION

[0030] Hereinafter, specific embodiments will be described in detail with reference to the accompanying drawings. The
present invention may, however, be embodied in different forms and should not be construed as limited to the embodi-
ments set forth herein. Rather, these embodiments are provided so that this disclosure will be thorough and complete, and
will fully convey the scope of the present invention to those skilled in the art. Like reference numerals refer to like elements
throughout.

[0031] FIG. 1 illustrates a view of a casting installation according to an embodiment of the present invention. FIG. 2
illustrates a flow chart of a casting method according to an embodiment of the present invention. FIG. 3 illustrates a view of
an operating state of a casting installation according to a casting method in FIG. 2. FIGS. 3A to 3F illustrate changes in the
casting installation working to produce slab.

[0032] ReferringtoFIG. 1, acastinginstallation 1 as aninstallation to produce a slab for an extremely thick steel material
according to an embodiment of the present invention includes a casting unit 1a defining a passage through which molten
steel passes and for casting the molten steel into a slab; and a solidification unit 1b including: a support unit 500 disposed
spaced apartfrom the casting unit 1a and receiving the slab from the casting unit 1a and disposed on at least any one place
of sides of the slab to support the slab; and a first quality controller 600 provided on an outside of the slab to induce
solidification of the slab.

[0033] The casting unit 1a as a section in which continuous casting of refined molten steel is carried out includes: an
accommodation unit 100 accommodating the molten steel; a drawing machine 200 drawing the slab from the accom-
modation unit 100 to a lower portion; and a second quality controller 300 provided on an outside of the passage through
which the molten steel passes.

[0034] The accommodation unit 100 defines a space accommodating molten steel before the casting of the molten steel
and includes a ladle 120 accommodating molten steel, a tundish 140 receiving the molten steel from the ladle 120, and a
mold 160 disposed spaced apart below the tundish 140.

[0035] The ladle 120 is a container for accommodating molten steel after refining is completed and may be produced in
various hollow shapes having an internal space capable of accommodating the molten steel. In general, the ladle 120 may
be provided in plurality to increase the circulation rate of a continuous casting installation.

[0036] The tundish 140 is produced in the shape of a hollow container capable of accommodating the molten steel
supplied from the ladle 120. An outlet discharging molten steel is formed in the bottom of the tundish 140, so thatthe molten
steel accommodated in the tundish 140 may be discharged to the outside through the outlet. The molten steel
accommodated in the tundish 140 stays inside the tundish 140 for a period of time, thus being poured into the mold
160 after flotation of inclusion contained in the molten steel.

[0037] The mold 160 is provided for shaping the molten steel poured from the tundish 140 in an appropriate size to
produce a slab, thus defining width and thickness of a passage through which the molten steel passes. The mold 160 of the
presentinvention may be formed such that a slab has a thickness of 800 mm or less and a width of 2000 mm or less in order
to cope with the size of a slab for an extremely thick steel material. That is, use of the mold 160 having a greatly increased
thickness compared to a mold of a conventional casting installation allows a slab subjected to forging and rolling processes
to have a thickness used for the extremely thick steel material.

[0038] Meanwhile, there may be provided a guide roll 170 guiding a slab having an initial shell to the outside of the mold
160 through the mold 160, a cooling nozzle (not shown) cooling the slab guided from the guide roll 170, and a vibrator (not
shown) transmitting vibration to the mold 160 so that the slab inside the mold is easily drawn to the outside of the mold 160.
Inthe presentinvention, itis not necessary to particularly limit the configuration of the guide roll 170, the cooling nozzle, and
the vibrator, but various configurations and operating methods thereof are already widely known to those skilled in the art,
so that a detailed description thereof will be omitted.

[0039] The drawing machine 200 as a machine for drawing a slab from the accommodation unit 100 to a lower portion,
includes: a surface plate 220 which is initially disposed inside the mold and receives molten steel to prevent the molten
steel from spilling downwards from the mold 160 and connects the primary solidified slab to an actuator 240, and the
actuator 240 drawing the slab to the lower portion.

[0040] The surface plate 220 is provided for connecting a slab to the actuator 240, and a plate having a specific-shaped
surface is used for easy connection to the slab. Although the presentinvention does not limit the shape and the material of
the surface plate 220, itis preferable that the surface plate 200 is made of such a material that does not lead to deformation
which may be caused by to a slab of a high temperature when being in contact with the slab.

[0041] Theactuator240is adevice for lowering the surface plate 220, and a slab connected to the surface plate 220 may
be drawn downwards by lowering the surface plate 220 connected to the actuator 240. The actuator 240 may employ a
device capable of descending to a lower portion when the slab is drawn and ascending at an initial stage of casting so that
the surface plate 220 is positioned inside the mold 160. That is, a device capable of descending and ascending may be
used as the actuator 240.

[0042] The second quality controller 300 is provided forimproving quality of a slab drawn from the drawing machine 200
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andincludes: a stirring unit 320 including atleast one stirrer disposed on an outside of the mold 160 and configured to stir at
leastany one of molten steelin the mold 160 and unsolidified molten steelinside the slab; and a second heater 340 installed
so as to be able to move forward and backward in a region directly below the mold 160 and configured to heat an upper
portion of the slab.

[0043] The stirring unit320is a device having atleast one stirrer on an outside of the mold 160 to improve quality of a slab
and includes: a third stirrer 322 disposed in proximity to the mold 160 and able to elevate in a drawing direction of the slab;
and a fourth stirrer 324 provided spaced apart below the third stirrer 322 and able to elevate in the drawing direction of the
slab. Thatis, the stirring unit 320 stirs at least any one of molten steel accommodated in a molten state in the mold 160 and
unsolidified molten steel in the produced slab to perform grain refinement on a slab, thereby being capable of improving
quality of the slab.

[0044] AsillustratedinFIG.1,thethird stirrer 322 is disposed spaced apart at a predetermined distance from a side of the
mold 160, and stirs molten steel accommodated in the mold 160 during the casting. When the casting starts, the third stirrer
322 descends by a predetermined distance along with a slab to stir unsolidified molten steel inside the slab. Thatis, when
molten steelis poured to the mold 160, the third stirrer 322 applies an electromagnetic field to the molten steel from a side of
the mold 160 to stir the molten steel, and when pouring of the molten steel into the mold 160 is completed, the third stirrer
322 may stir unsolidified molten steel inside a slab while descending to a lower portion along with the slab. An
electromagnetic stirrer (EMS) may be used as the third stirrer 322. The electromagnetic stirrer being able to be used
as the third stirrer 322 typically has a low frequency (Hz) band corresponding to a frequency enough to stir molten steelina
molten state.

[0045] The fourth stirrer 324 is provided spaced apart at a predetermined distance below the third stirrer 322, and
elevates in a drawing direction of a slab to stir unsolidified molten steel in the slab. A final electromagnetic stirrer (FEMS)
may be used as the fourth stirrer 324. The fourth stirrer 324 is disposed in a relatively lower portion compared to the third
stirrer 322, and itis preferable to use a stirring device having a higher frequency (Hz) than the third stirrer 322 in order to stir
molten steel existing inside a solidified region in a lower portion of a slab (a lower portion from the center with respectto a
longitudinal direction of a slab) in which solidification has progressed to some extent.

[0046] Thus, the stirring unit 320 stirs solidified molten steel in the mold and unsolidified molten steel in the slab, thereby
being capable of enhancing the equiaxed crystal ratio in slab and reducing segregation and porosity. Meanwhile, the
presentinvention does not limit a stirring region of a slab stirred by the third and fourth stirrers 322 and 324 and an elevating
width of the stirrers, and various moving ranges may be applicable according to casting conditions.

[0047] The secondheater340isadevice disposed outside of the mold 160 and installed so as to be able to move forward
and backward in a region directly below the mold (a path in a drawing direction of a slab) to heat an upper portion of the cast
slab (tail portion). In this embodiment, a method according to induction heating (electromagnetic heater, EMH) was
employed. The second heater 340 indirectly heats the upper side of a slab by using an electromagnetic field generated in
an induction heating coil by power supply, and is wound so as to surround the slab while being spaced apart at a
predetermined interval from four directional sides of the slab. Thus, the second heater 340 preferably uses aninduction coil
having a shape corresponding to a cross-section of the slab, but not limited thereto, may be wound in various forms.
[0048] Meanwhile, a pusher400 may be provided to the casting unit 1a so as to transfer a slab to the solidification unit 1b
after casting of molten steel is completed.

[0049] The pusher400isadevice disposed in a position facing the solidification unit 1b of sides of the casting unit 1aand
pushing a side of a slab and separating the slab from the drawing machine 200 to deliver the slab towards the solidification
unit 1b. A device capable of reciprocally moving a predetermined distance may be used for the pusher 400, and for
example, a stepping motor, an actuator, a solenoid, or the like may be used. As an example, when an actuatoris used as the
pusher 400, a piston reciprocally moves while being inserted and ejected into/from a cylinder, thus being able to push the
slab toward the solidification unit 1b and then return back to an original position. A device delivering the slab of the casting
unit 1a to the solidification unit 1b is not limited to the pusher 400 and may be a variety of devices.

[0050] The solidification unit 1b is a section receiving a slab so as to solidify the slab cast from the above described
casting unit 1a and includes: a support unit 500 disposed on at least any one side of the slab to support the slab; and a first
quality controller 600 provided on an outside of the slab to induce solidification of the slab. The solidification unit 1b
receives the slab from a section spaced apart at a predetermined distance from the casting unit 1a, completes solidification
of the slab, and then transfers the slab to a post-process (for example, forging or rolling).

[0051] The support unit 500 is provided so that the slab is stably positioned in the solidification unit 1b and includes: a
support block 520 disposed in contact with the bottom of the slab; and a support frame 540 disposed surrounding a portion
of a side of the slab. However, the configuration of the support unit 500 is not limited thereto, but the slab may be supported
by a variety of devices and methods within the extent not interfering with the movement of the first quality controller 600.
[0052] The supporting block 520 uses a block in a shape similar to the surface plate 220 of the casting unit 1a. The
support block 520 plays a role of supporting a lower portion of the slab disposed in the solidification unit 1b in a drawing
direction, i.e. a longitudinal direction.

[0053] The support frame 540 may be disposed spaced apart at a predetermined distance from a side of the slab and
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surrounding a portion of a side of the slab so as to suppress and prevent the slab disposed in the longitudinal direction from
falling, as illustrated in an enlarged view in FIG. 1.

[0054] The first quality controller 600 as a device provided on an outside of a slab and to ensure slab quality includes: a
first stirrer 620 disposed in proximity to an outside of the slab and able to elevate in a longitudinal direction of the slab; a
second stirrer 640 provided spaced apart below the first stirrer 620 and able to elevate in the longitudinal direction of the
slab; and a first heater 660 configured to heat an upper portion of the slab. That is, since solidification of the slab which is
naturally cooled is not completed, the first quality controller 600 may be provided with a device the same as or similar to the
casting unit 1a to continue a treatment process for improving slab quality.

[0055] Thefirststirrer 620 as a device for stirring unsolidified molten steel in a slab delivered to the solidification unit 1b is
disposed spaced apart at a predetermined distance from the slab. The first stirrer 620 may be installed so as to be able to
elevate in such a way that the first stirrer 620 descends to be disposed on a side of the slab when the slab is delivered to the
solidification unit 1b with the first stirrer 620 being disposed at the same height as or a similar height to the third stirrer 322.
The first stirrer 620 is disposed in an upper portion outside of the slab. That is, the first stirrer 620 is disposed above the
center of the slab with respect to a longitudinal direction of the slab. An unsolidified region in an upper portion of the slab,
which is stirred by the first stirrer 620, is subjected to relatively less progressed solidification than a lower portion of the slab,
so that alarge amount of unsolidified molten steel is included in the slab compared to the lower portion of the slab. Thus, an
electromagnetic stirrer (EMS) similar to the third stirrer 322 may be used.

[0056] Meanwhile, although the first stirrer 620 uses a device similar to the third stirrer 322, the first and third stirrers 620
and 322 may be differentin the size of a frequency generated thereby or the operating time thereoffrom each other. Thatis,
the third stirrer 322 stirs molten steel in the mold 160 or molten steel in an initial slab subjected to solidification, and thus
uses a frequency less than about 1 Hz. The third stirrer 322 operates during the following processes: pouring of molten
steel into the mold 160, casting the molten steel into a slab, and transferring of the slab to the solidification unit 1b. In the
case of the first stirrer 620, due to a characteristic of the slab transferred to the solidification unit 1b, the slab is not provided
with the mold and forms a thicker solidified shell compared to the slab cast in the casting unit. Therefore, the first stirrer 620
uses a frequency of up to 5 Hz and operates until the casting of the slab is completed so that the magnetic field of the first
stirrer 620 passes through the thickened solidified shell to stir unsolidified molten steel in the slab. However, solidification of
a slab occurs in a wide variety of forms according to casting situations and casting conditions, so that the third and first
stirrers 322 and 620 may use a frequency in arange of 0 to 5 Hz according to various operation patterns. In addition, the first
stirrer 620 disposed in the solidification unit 1b in FIG. 3D stirs unsolidified molten steel in the slab to equalize temperatures
of unsolidified molten steel in the slab during solidification of the slab in the solidification unit 1a, thus being able to operate
very efficiently in reducing pipe defects inside the slab in such a way that the first heater 660 heats an upper side of the slab
to preventan upper portion of the slab from being pre-solidified. Similarly, the third stirrer 322 disposed in the casting unit 1a
in FIG. 3F stirs unsolidified molten steel in the slab to equalize temperatures of unsolidified molten steel in the slab during
solidification of the slab in the casting unit 1a, thus being able to operate very efficiently in reducing pipe defects inside the
slab in such a way that the second heater heats an upper side of the slab to prevent an upper portion of the slab from being
pre-solidified.

[0057] The second stirrer 640 is provided spaced apart at a predetermined distance below the first stirrer 620 and
installed so as to elevate in a longitudinal direction of a slab to stir unsolidified molten steel in the slab. That is, the second
stirrer 640 is disposed below the center of the slab with respect to a longitudinal direction of the slab. Although the second
stirrer 640 may use a final electromagnetic stirrer (FEMS) similar to the fourth stirrer 324 so as to stir unsolidified molten
steel in a lower region outside of the slab, the second and fourth stirrers 640 and 324 may be different in the size of a
frequency generated thereby or the operating time thereof from each other. That is, the fourth stirrer 322 uses a frequency
of up to about 3 Hz so as to stir unsolidified molten steel in the slab which is being solidified in the casting unit 1a. The fourth
stirrer 324 operates before the slab cast in the casting unit 1a is transferred to the solidification unit 1b. In the case of the
second stirrer 640, due to a characteristic of the slab transferred to the solidification unit 1b, the slab forms a thicker
solidified shell compared to the slab castin the casting unit. Therefore, the second stirrer 640 uses a frequency of up to 6 Hz
and operates until the casting of the slab is completed. However, solidification of a slab occurs in a wide variety of forms
according to casting situations and casting conditions, so that the fourth and second stirrers 324 and 640 may use a
frequency in a range of 0 to 6 Hz according to various operation patterns.

[0058] Meanwhile, in the embodiment, although the first and second stirrers 620 and 640 are provided in plurality to
respectively stir unsolidified molten steel in different regions of the slab, an apparatus and a method for stirring unsolidified
molten steel in the slab in the solidification unit 1b are not limited thereto. That is, the embodiment may be modified to
various methods and apparatus shapes in such a way that a single stirrer is provided and a whole region from an upper
portion to a lower portion of the slab may be stirred while the frequency of the stirrer is being changed.

[0059] Thus, the first and second stirrers 620 and 640 stir molten steel until solidification of the slab transferred to the
solidification unit 1b is completed, thus being able to enhance the equiaxed crystal ratio in the slab and improve slab quality
by reducing segregation and porosity as in the stirring unit 320 of the casting unit 1a.

[0060] Meanwhile,inthe case ofthe third and first stirrers 322 and 620 applied to the presentinvention, in order to ensure
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a uniform stirring force in molten steel in the slab according to significantly increased sizes compared to molds applied to
existing continuous casting machines, coils wound around the mold 160 or the slab were disposed in the form of a circle to
perform rotation-type stirring on unsolidified molten steel in the mold or the slab.

[0061] The firstheater 660 is a device installed so as to be able to move forward and backward in a direct upper region of
slab for heating an upper portion of the slab in an outside of the slab and configured to heat an upper portion (tail portion) of
the slab transferred to the solidification unit 1b. Since the first heater 660 has similar configuration and effect as in the
second heater 340, a detailed description thereof will not be repeated.

[0062] The above described casting installation 1 may include a transfer unit which transfers the slab from the casting
unit 1a to the solidification unit 1b and/or from the solidification unit 1b to the outside of the solidification unit 1b, i.e. a post-
process.

[0063] The transfer unit 700 is a device disposed on one side of the solidification unit 1b and formed so as to be able to
move forward and backward toward the casting unit or the solidification unit to transfer the slab. The transfer unit 700
includes: a tilting unit 720 for tilting the slab in contact with the slab in the casting unit 1a or transferring the slab from the
casting unit 1a to the solidification unit 1b; and a driving unit 740 controlling operation of the tilting unit 720.

[0064] The tilting unit 720 is disposed on one side of the slab and transfers the slab while being tilted or moved forward
and backward by the driving unit, and the support block 520 of the solidification unit 1b is connected to transfer the slab.
That is, the slab may be transferred from the casting unit 1a to the solidification unit 1b in such a way that one side of the
tilting unit 720 is connected to the support block 520 supporting the slab and the slab is disposed on the support block 520.
When the slab is transferred from the solidification unit 1b to the outside of the solidification unit, the tilting unit 720 is tilted
with the slab beingin contact with one side of the tilting unit 720 and the slab may be seated on the tilting unit disposed in the
transferring direction. On a side in which the tilting unit 720 contacts the slab, aroller 725 may be mounted to easily transfer
the slab.

[0065] Thedriving unit 740 controls operation of the tilting unit 720, and may allow the tilting unit 720 to move forward and
backward so that the tilting unit 720 approaches or recedes from the casting unit 1a. In addition, the driving unit 740 allows
the tilting unit 720 to be tilted and communicate with a roller table 800 guiding the tilting unit 720 and the slab to a post-
process. A device such as the pusher 400 of the casting unit 1a capable of reciprocally moving a predetermined distance
may be used for the driving unit 740, and for example, when an actuator is used, the tilting unit 720 may be connected to an
end of a piston so as to enable angle adjustment.

[0066] Inthisway, inthis embodiment, although the method and device as described above are used for the transfer unit
700 transferring the slab, the device and operating method used for the transfer unit 700 are not limited thereto, and various
devices and methods capable of easily transferring the slab may be used when the slab is transferred from the casting unit
1a to the solidification unit 1b or from the solidification unit 1b to a post-process.

[0067] Hereinafter, a casting method using the above-described casting installation will be described.

[0068] Referring to FIG. 2, a casting method according to an embodiment of the present invention includes: providing
molten steel to prepare casting; casting the molten steel in a casting unit allowing a passage through which the molten steel
passes to be opened or closed; and transferring a slab produced through the casting to a solidification unit.

[0069] First, molten steel after refining is completed is accommodated in a ladle 120 and then transferred to the casting
unit so as to start casting. The molten steel transferred to the casting unit is supplied to the tundish 140 from the ladle 120,
flotation of inclusion is then performed in the tundish 140 for a period of time, and the molten steel is then poured to the
mold, thereby performing the process in the casting unit 1a (S100). As illustrated in FIG. 3, preparation of the casting is
competed in a condition in which the surface plate 220 is positioned in a mold to prevent molten steel poured to the mold
160 from being discharged to the outside (S120).

[0070] After the preparation of the cast is completed, as illustrated in FIG. 3B, as the drawing machine 200 operates to
lower the surface plate 220 down and a slab S1 connected to the surface plate 220 is drawn downwards to start the casting,
slabis produced (S140). Before the casting starts, the third stirrer 322 is operated to stir molten steel in the mold. The slabis
produced in a size of a maximum thickness of 800 mm, a maximum width of 2000 mm, and cast at a casting rate of 0.3m per
minute or less. By a characteristic of an extremely thick steel material, the mold 160 in which a slab has an increased
thickness needs to be used so as to obtain a final product having an increased thickness. A reason why the slabis castata
low casting rate of 0.3 m per minute is that suppressing occurrence of segregation to secure internal quality by casting ata
slow casting rate and securing a sufficient thickness of the solidified shell during casting are required as a solidification rate
of a slab for the extremely thick steel material is slow unlike a general slab.

[0071] While the castingis in progress, the third stirrer 322 continually stirs molten steel in the mold and the fourth stirrer
324 continually stirs unsolidified molten steel inside the slab so that solidification proceeds by characteristic of thick slab.
Thus, the third and fourth stirrers 322 and 324 may refine a structure of slab by continuously stirring molten steel to
enhance quality and equiaxed crystal ratio of slab.

[0072] When the castingis complete on the casting unit 1a (S160), the slab S1 located in the casting unit 1ais separated
from the surface plate by the pusher 400 and supported by the transfer unit 700 to move to the solidification unit (S200).
When a pushing force is delivered to the slab S1 by the pusher 400, the slab S1 may be transferred to the solidification unit
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1b in a state solidification of a surface is advanced to a degree of no deformation. Meanwhile, the stirring unit 329 moving
upper and lower portions in the casting and solidifying slab returns to its original position so as not to interfere with transfer
of the slab S1.

[0073] Afterthe slab is transferred to the solidification unit 1b, a process of finally completing solidification of the slab S1
proceeds in the solidification unit 1b (S300). That is, since the slab S1 is solidified in the solidification unit 1b, a casting
process may be performed in the casting unit 1a. When solidification of the slab S1 starts, the first quality controller 600
provided in the solidification unit 1b descends or ascends to be disposed spaced apart from an outside of slab. That is, as
illustrated in FIG. 3, the first and second stirrers 620 and 640 are disposed outside of the slab for stirring unsolidified molten
steel inside the slab S1 to operate until solidification of the slab S1 is completed.

[0074] Ina process of solidifying the slab, the first heater 660 indirectly heats an upper portion of the slab inside each of
regions to solidifying the upper portion of slab while heatis suppressed from being released from a side of the upper portion
ofthe slab as much as possible. This may suppress or prevent unsolidified region of an upper portion of the slab from being
pre-solidified by indirectly heating a side of an upper portion of the slab to minimize a solidification shrinkage defect such as
a pipe. Thus, yielding percentage of slab is enhanced to improve yielding percentage of a final slab.

[0075] Thus, when solidification of the slab is completed in the solidified portion 1b, S340, as illustrated in FIG. 3E, the
slab is tilted by the tilting unit 720 of the transfer unit 700 and the tilting unit 720 of the transfer unit 700 is connected to the
roller table 800 disposed in vicinity of the transfer unit 700 and the slab is transferred to a post-process along the roller table
800.

[0076] Thus, the process of FIGS. 3A to 3F is not limited to a number of times and may be repeated. As illustrated (b) in
FIG. 2, after a process of the casting unit 1ais completed, a process of the casting unit 1ais re-processed in the casting unit
1aand produces another slab S2 to be able to be repeated until obtaining required quantity while the slab S1 is transferred
to the solidification unit to perform a process of the casting unit (slab solidification process).

[0077] When the process of the casting unit 1a no longer proceeds after repeating the above described process, that s,
the last slab Se is produced in the casting unit 1a after the slab S2 in FIG. 3E is transferred to the solidification unit 1b, the
slab Se in the casting unit 1a may finish solidification in the casting unit 1a without being transferred to the solidification unit
1b. Thatis, the slab Se finishes solidification by using the second quality controller 300 provided in the casting unit 1a and
then may be transferred to a post-process (S360). The second heater 340 of the casting unit 1a indirectly heats an upper
portion of the slab Se to perform a role of the first heater 660 of the solidification unit 1b. However, the last produced slab Se
may be transferred to a post-process after being transferred to the solidification unit 1b and then completing a solidification
process as similarly as the previously produced slabs S1 and S2. Thus, a position of the final slab Se is not limited.
[0078] Hereinafter, effects of the present invention will be described in more detail through experimental examples.
[0079] Table 1 shows the results of changes in slab thickness and yielding percentage of a finally produced slab in a
variety of process conditions for producing the extremely thick steel material.

[Table 1]
Slab thickness (mm) Yielding percentage (%)
Initial stage Middle stage Final stage
Comparative Example 1 1500 300 178 52
Comparative Example 2 450 - 150 95
Example 800 300 178 89

[0080] Herein, the slab thickness of the initial stage indicates the thickness of the slab when an additional post-process is
not performed on the slab of a completed cast. In addition, the slab thickness of the middle stage indicates the thickness of
the slab after a forging process beating or pressing the slab and, the slab thickness of the final stage indicates the thickness
of the slab after a rolling process.

[0081] Each of the slabs (Comparative Example 1, Comparative Example 2, Example) shown in Table 1 are slabs
produced as a slab for the extremely thick steel material after undergone a casting process and then at least any one of a
forging or a rolling process, and Table 1 may show following results as below.

[Comparative Example 1]

[0082] The slab in Comparative Example 1 is produced through an ingot process, thus being able to be obtained by
supplying molten steel to a mold and cooling the molten steel. The slab produced as above has an initial thickness of about
1500 mm. Then, the slab finally has a thickness of about 178 mm after undergone a forging and rolling process so as to form
a thickness for the extremely thick steel material. However, it may be confirmed that a total yielding percentage has a low
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value of about 52%.
[Comparative Example 2]

[0083] The Slab in Comparative Example 2 is produced through a normal casting installation, thus being able to be
produced by continuously pouring and solidifying molten steel supplied from a steelmaking plant to a mold.

[0084] The slab in Comparative Example 2 is produced through a normal casting installation, thus being able to be
produced by continuously pouring and solidifying molten steel supplied from a steelmaking plant to a mold. The slab
produced as above has very high yielding percentage of about 95 %. However, in a generally used casting installation, the
slabis produced to have an initial thickness of about 450 mm, thus having a thickness about 150 mm after a rolling process
is completed. Thus, it may be confirmed that the slab is limited to have a thickness of about 150 mm when used for the
extremely thick steel material.

[Example]

[0085] The slab in Example is produced through a casting installation according to an embodiment of the present
invention, thus being produced through the slab having a maximum thickness of about 800 mm and a maximum width of
about 2000 mm. Thus, the slab in Example produced to have an initial thickness of about 800 mm and may be confirmed to
finally have a thickness of about 178 mm after undergone a forging and rolling process. In addition, since the casting
installation is separated into a casting unit and a solidification unit and a process for preventing pre-solidification of an
upper portion of the slab is performed, the slab in Example is confirmed to have a yielding percentage of about 89 %.

[0086] As such, the slabin Example has a yielding percentage significantly enhanced by about 40 % when compared to
the slab of Comparative Example 1 and a thickness suitable for the extremely thick steel material when compared to the
slab in Comparative Example 2. That is, the slab produced by the installation in Example may solve problems of a slab
produced through an ingot casting and a conventional continuous casting.

[0087] Inaddition, the extremely thick steel material produced according to the embodiment was not observed to have a
surface defect (for example, a corner crack) identified by a naked eye and segregation generated inside the slab as macro
quality achieved equiaxed crystal ratio of 100 % by applying a molten steel stirrer to the slab. Accordingly, it may be
confirmed that the extremely thick steel material produced according to the embodiment of the present invention is
improved.

[0088] As described above, according to the embodiment of the present invention, since a continuous casting
installation is separated into the casting unit and the solidification unit and the slab in which casting is completed in
the casting unit is transferred to the solidification unit and the slab in which solidification is completed in the solidification
unit is transferred to a post-process, the extremely thick steel material may be easily produced and quality and yielding
percentage of the slab finally produced may be improved.

[0089] More specifically, since the slab produced in a casting unit is transferred to the solidification unit and then
solidification of the slab is completed through the first quality controller and pre-solidification of an upper portion of the slab
is suppressed or prevented to reduce formation of pipe, quality of the slab may be enhanced. Therefore, since cutting
unsound region that is a problem of an ingot casting is not performed due to improved slab quality, yielding percentage of
the slab may be enhanced.

[0090] Inaddition, since the next slab may be castin the casting unit while the slab is transferred to the solidification unit
and then solidified in the solidification unit, a problem of a batch process such as a conventional continuous casting may be
solved. Thus, as aresult, productivity of the slab may be increased. Further, the slab produced in a last casting process is
not transferred to the solidification unit and solidification of the slab may be completed through the second quality controller
provided in the casting unit. Thus, process efficiency may be improved.

[0091] The presentinvention will now be described more fully with reference to the accompanying drawings, in which
exemplary embodiments of the invention are shown. The present invention is limited not thereto and but by Claims.
Moreover, various changes and modifications within the scope not departing from the basic principles of the present
invention are possible to those skilled in the art of the present invention.

Claims
1. A casting installation (1) comprising:
a casting unit (1a) comprising an accommaodation unit (100) configured to accommodate molten steel and solidify

the molten steel, a drawing machine (200) configured to draw a slab downward from the accommodation unit
(100), and a guide roll (170) configured to guide the slab, which is drawn from the accommodation unit (100) and
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solidified, to a lower side, the casting unit (1a) configured to cast the molten steel into the slab; and

a solidification unit (1b) separated from the casting unit (1a) and disposed to be spaced apart from a side surface
of the casting unit (1a), the solidification unit (1b) receiving the slab cast in the casting unit (1a) to induce the
solidification, wherein the solidification unit (1b) comprising:

a support unit (500) disposed on at least any one place of sides of the slab to support the slab; and
a first quality controller (600) provided on an outside of the slab to induce solidification of the slab;
wherein the first quality controller (600) comprises:

a first stirrer (620) disposed in proximity to an outside of the slab and able to elevate in a longitudinal
direction of the slab;

a second stirrer (640) provided spaced apart below the first stirrer (620) and able to elevate in the
longitudinal direction of the slab; and

afirst heater (660) installed so as to be able to move forward and backward in a region directly above the
slab and configured to heat an upper portion of the slab.

The castinginstallation (1) of claim 1, wherein the first stirrer (620) has coils wound around the slab and disposed in the
form of a circle.

The casting installation (1) of claim 1, wherein the casting unit (1a) comprises:
a second quality controller (300) provided on an outside of a passage of the casting unit (1a) through which molten
steel passes.

The casting installation (1) of claim 3, wherein the accommodation unit (100) comprises a mold (160) configured to
form the passage through which the molten steel supplied to a tundish (140) passes, and the mold (160) is formed so
that the slab has a thickness of 100 mm to 800 mm and a width of 2000 mm or less.

The casting installation (1) of claim 4, wherein the second quality controller (300) comprises:

astirring unit (320) comprising at least one stirrer disposed on an outside of the mold (160) and configured to stir at
least any one of the molten steel and unsolidified molten steel inside the slab; and

a second heater (340) installed so as to be able to move forward and backward in a region directly below the mold
(160) and configured to heat an upper portion of the slab.

The casting installation (1) of claim 5, wherein the stirring unit (320) comprises:

a third stirrer disposed in proximity to the mold (160) and able to elevate in a drawing direction of the slab; and
afourth stirrer provided spaced apart below the third stirrer and able to elevate in the drawing direction of the slab.

The casting installation (1) of claim 6, wherein the third stirrer has coils wound around the mold (160) or the slab and
disposed in the form of a circle.

The castinginstallation (1) of claim 3, wherein a pusher (400) for separating the slab from the drawing machine (200)is
provided to the casting unit (1a) and the pusher is installed so as to be able to reciprocally move forward and backward
toward the solidification unit (1b).

The casting installation (1) of claim 1, wherein a transfer unit (700) transferring the slab from the casting unit (1a) to the
solidification unit (1b) or from the solidification unit (1b) to an outside of the solidification unit (1b) is provided.

10. A casting method comprising:

providing molten steel to prepare casting;

casting the molten steel in a casting unit (1a) allowing a passage through which the molten steel passes to be
opened or closed;

transferring a slab produced through the casting to a solidification unit (1b) that is separated from the casting unit
(1a) and disposed to be spaced apart from a side surface of the casting unit (1a);

completing solidification of the slab and preventing pre-solidification of an upper portion of the slab to reduce
formation of pipe through afirst quality controller (600) that is provided in the solidification unit (1b) and comprises:
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afirst stirrer (620) that is disposed in proximity to an outside of the slab and spaced apart at a predetermined
distance from the slab, and that is configured to elevate in a longitudinal direction of the slab,

a second stirrer (640) that is provided spaced apart at a predetermined distance below the first stirrer (620)
and configured to elevate in the longitudinal direction of the slab, and

a first heater (660) configured to heat an upper portion of the slab;

wherein unsolidified molten steel in the slab is stirred by the first stirrer (620), and by the second stirrer (640), and
an upper portion of the slab in an outside of the slab is heated by the first heater (660); and

transferring the slab, of which solidification is completed in the solidification unit (1b), to a post-process,
wherein the casting of the molten steel is repeated in the casting unit (1a) after transferring the slab to the
solidification unit (1b).

The casting method of claim 10, wherein, when the casting of the molten steel is repeated, the transferring the slab to
the solidification unit (1b) is performed while the molten steel is transferred to the casting unit (1a) so that preparing the

casting is performed.

The casting method of claim 10, wherein the molten steel is cast at a casting rate 0.3m per minute or less.

Patentanspriiche

1.

Giel3anlage (1), umfassend:

eine GieReinheit (1a), umfassend eine Aufnahmeeinheit (100), die dafiir ausgelegt ist, eine Stahlschmelze
aufzunehmen und die Stahlschmelze zur Erstarrung zu bringen, eine Ziehmaschine (200), die dafiir ausgelegt
ist, eine Bramme von der Aufnahmeeinheit (100) nach unten zu ziehen, und eine Fiihrungswalze (170), die dafir
ausgelegt ist, die aus der Aufnahmeeinheit (100) gezogene und erstarrte Bramme zu einer unteren Seite zu
fuhren, wobei die GielReinheit (1a) daflur ausgelegt ist, die Stahlschmelze zu der Bramme zu gief3en; und
eine Erstarrungseinheit (1b), die von der Giel3einheit (1a) getrennt ist und derart angeordnet ist, dass sie von
einer Seitenflache der Gielleinheit (1a) beabstandet ist, wobei die Erstarrungseinheit (1b) die in der GieReinheit
(1a) gegossene Bramme aufnimmt, um die Erstarrung einzuleiten, wobei die Erstarrungseinheit (1b) Folgendes
umfasst:

eine Halteeinheit (500), die an wenigstens einer beliebigen Stelle an den Seiten der Bramme vorgeseheniist,
um die Bramme zu halten; und

eine erste Qualitatssteuerungseinrichtung (600), die an einer AuRenseite der Bramme vorgesehen ist, um
die Erstarrung der Bramme einzuleiten, wobei die erste Qualitatssteuerungseinrichtung (600) Folgendes
umfasst:

eine erste Ruhreinrichtung (620), die in der Nahe einer AulRenseite der Bramme angeordnet ist und
imstande ist, sich in einer Langsrichtung der Bramme zu heben;

eine zweite Rihreinrichtung (640), die beabstandet unter der ersten Riihreinrichtung (620) angeordnet
ist und imstande ist, sich in der Langsrichtung der Bramme zu heben; und

eine erste Heizeinrichtung (660), die derart eingebaut ist, dass sie imstande ist, sich in einem Bereich
direkt Gber der Bramme vorwarts und rickwarts zu bewegen, und die daflr ausgelegt ist, einen oberen
Abschnitt der Bramme zu erhitzen.

Gieflanlage (1) nach Anspruch 1, wobei die erste Rihreinrichtung (620) Windungen aufweist, die um die Bramme
gewickelt sind und in der Form eines Kreises angeordnet sind.

GielRanlage (1) nach Anspruch 1, wobei die GieRReinheit (1a) Folgendes umfasst:
eine zweite Qualitatssteuerungseinrichtung (300), die an einer AuRenseite eines Durchlass der GielReinheit (1a)
vorgesehen ist, durch den die Stahlschmelze hindurchgeht.

GieRanlage (1) nach Anspruch 3, wobei die Aufnahmeeinheit (100) eine Form (160) umfasst, die dafiir ausgelegt ist,
den Durchlass zu bilden, durch den die einer GieRwanne (140) zugefiihrte Stahlschmelze hindurchgeht, und wobei
die Form (160) derart ausgebildet ist, dass die Bramme eine Dicke von 100 mm bis 800 mm und eine Breite von 2000
mm oder weniger aufweist.
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5. GieRanlage (1) nach Anspruch 4, wobei die zweite Qualitatssteuerungseinrichtung (300) Folgendes umfasst:

eine Rihreinheit (320), die wenigstens eine Rihreinrichtung umfasst, die an einer AuBenseite der Form (160)
angeordnet ist und dafiir ausgelegt ist, wenigstens eine von der Stahlschmelze und der nicht erstarrten Stahl-
schmelze im Inneren der Bramme zu rithren; und

eine zweite Heizeinrichtung (340), die derart eingebaut ist, dass sie imstande ist, sich in einem Bereich direkt
unter der Form (160) vorwarts und riickwarts zu bewegen, und die dafiir ausgelegt ist, einen oberen Abschnitt der
Bramme zu erhitzen.

6. GielRanlage (1) nach Anspruch 5, wobei die Ruhreinheit (320) Folgendes umfasst:

eine dritte Ruhreinrichtung, die in der Nahe der Form (160) angeordnet ist und imstande ist, sich in einer
Ziehrichtung der Bramme zu heben; und

eine vierte Rihreinrichtung, die beabstandet unter der dritten Riihreinrichtung angeordnet ist und imstande ist,
sich in einer Ziehrichtung der Bramme zu heben.

7. GieRanlage (1) nach Anspruch 6, wobei die dritte Rihreinrichtung Windungen aufweist, die um die Form (160) oder
die Bramme gewickelt sind und in der Form eines Kreises angeordnet sind.

8. GieRanlage (1) nach Anspruch 3, wobei eine StoReinrichtung (400) zum Trennen der Bramme von der Ziehmaschine
(200) an der Giel3einheit (1a) vorgesehen ist und die StoReinrichtung derart eingebaut ist, dass sie imstande ist, sich
wechelseitig in Richtung auf die Erstarrungseinheit (1b) vorwarts und riickwarts zu bewegen.

9. GieRanlage (1) nach Anspruch 1, wobei eine Uberfiihrungseinheit (700) vorgesehen ist, welche die Bramme von der
GieReinheit (1a) zur Erstarrungseinheit (1b) oder von der Erstarrungseinheit (1b) zu einer Auenseite der Erst-
arrungseinheit (1b) Uberfuhrt.

10. Gielverfahren, umfassend:

Bereitstellen einer Stahlschmelze, um das Gief3en vorzubereiten;

GieRRen der Stahlschmelze in einer GieReinheit (1a), die einen zu 6ffnenden oder zu schlieRenden Durchlass
bietet, durch den die Stahlschmelze hindurchgeht;

Uberfiihren einer durch das GielRen hergestellten Bramme zu einer Erstarrungseinheit (1b), die von der GieR-
einheit (1a) getrennt ist und derart angeordnet ist, dass sie von einer Seitenflaiche der GielReinheit (1a) beab-
standet ist;

Abschlieen einer Verfestigung der Bramme und verhindern einer Vorverfestigung eines oberen Abschnitts der
Bramme, um die Bildung eines Rohres durch einen ersten Qualitatssteuerungseinrichtung (600) zu reduzieren,
der in der Erstarrungseinheit (1b) vorgesehen ist und umfasst:

eine erste Ruhreinrichtung (620), die in der Nahe einer AuRenseite der Bramme und in einem vorbestimmten
Abstand von der Bramme beabstandet angeordnet ist und die so konfiguriert ist, dass sie sich in einer
Langsrichtung der Bramme anhebt, eine zweite Rihreinrichtung (640), die in einem vorbestimmten Abstand
unter dem ersten Rihrer (620) beabstandet vorgesehen ist und so konfiguriert ist, dass sie sich in der
Langsrichtung der Bramme anhebt, und

eine erste Heizvorrichtung (660), die so konfiguriert ist, dass sie einen oberen Abschnitt der Bramme
erwarmt;

wobei nicht verfestigter geschmolzener Stahlin der Bramme durch die erste Riihreinrichtung (620), und durch die
zweite Ruhreinrichtung (640) gerthrt wird, und ein oberer Abschnitt der Bramme an einer Auflenseite der
Bramme durch die erste Heizvorrichtung (660) erhitzt wird;

und

Uberfihren der Bramme, deren Erstarrung in der Erstarrungseinheit (1b) abgeschlossen wird, zu einer Nach-
bearbeitung,

wobei das GieRen der Stahlschmelze in der GieReinheit (1a) nach dem Uberfiihren der Bramme zu der
Erstarrungseinheit (1b) wiederholt wird.

11. GieRverfahren nach Anspruch 10, wobei, wenn das GieRRen der Stahlschmelze wiederholt wird, das Uberfiihren der
Bramme zu der Erstarrungseinheit (1b) durchgefiihrt wird, wahrend die Stahlschmelze zu der GieReinheit (1a)

12
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Uberflihrt wird, so dass das Vorbereiten des GieRens durchgefiihrt wird.
12. GielRverfahren nach Anspruch 10, wobei die Stahlschmelze mit einer Giel3geschwindigkeit von 0,3 m pro Minute oder
weniger gegossen wird.
Revendications

1. Installation de coulée (1) comprenant :
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une unité de coulée (1a) comprenant une unité de logement (100) configurée pour loger un acier fondu et solidifier
I'acier fondu, une machine d’étirage (200) configurée pour étirer une brame vers le bas depuis I'unité de logement
(100), et un rouleau de guidage (170) configuré pour guider la brame, qui est étirée depuis I'unité de logement
(100) et solidifiée, vers un coté inférieur, I'unité de coulée (1a) étant configurée pour couler I'acier fondu dans la
brame ; et

une unité de solidification (1b) séparée de I'unité de coulée (1a) et disposée pour étre espacée d’une surface de
c6té de I'unité de coulée (1a), 'unité de solidification (1b) recevant la brame coulée dans I'unité de coulée (1a)
pour provoquer la solidification, dans laquelle 'unité de solidification (1b) comprend le suivant:

une unité de support (500) disposée sur au moins n’importe quel endroit de cétés de la brame pour supporter
la brame ; et

un premier dispositif de commande de qualité (600) prévu sur un extérieur de la brame pour provoquer la
solidification de la brame dans laquelle le premier dispositif de commande de qualité (600) comprend le
suivant:

un premier agitateur (620) disposé a proximité d’un extérieur de labrame et capable de s’élever dans une
direction longitudinale de la brame ;

un deuxiéme agitateur (640) prévu d’espacé en dessous du premier agitateur (620) et capable de
s’élever dans la direction longitudinale de la brame ; et

un premier élément chauffant (660) installé de fagon a étre capable de se déplacer vers I'avant et vers
I'arriére dans une région directement au-dessus de la brame et configuré pour chauffer une portion
supérieure de la brame.

Installation de coulée (1) selon la revendication 1 dans laquelle le premier agitateur (620) a des bobines enroulées
autour de la brame et disposées en forme de cercle.

Installation de coulée (1) selon la revendication 1 dans laquelle I'unité de coulée (1a) comprend le suivant:
un deuxiéme dispositif de commande de qualité (300) prévu sur un extérieur d’'un passage de I'unité de coulée (1a) a
travers lequel passe I'acier fondu.

Installation de coulée (1) selon la revendication 3 dans laquelle I'unité de logement (100) comprend un moule (160)
configuré pour former le passage a travers lequel passe I'acier fondu fourni a un panier de coulée (140), et le moule
(160) est formé de sorte que la brame ait une épaisseur de 100 mm a 800 mm et une largeur de 2 000 mm ou moins.

Installation de coulée (1) selon la revendication 4 dans laquelle le deuxiéme dispositif de commande de qualité (300)
comprend le suivant:

une unité d’'agitation (320) comprenant au moins un agitateur disposé sur un extérieur du moule (160) et configuré
pour agiter au moins I'un quelconque de I'acier fondu et d’un acier fondu non solidifié a I'intérieur de la brame ; et
un deuxiéme élément chauffant (340) installé de fagon a étre capable de se déplacer vers I'avant et vers I'arriere
dans une région directement en dessous du moule (160) et configuré pour chauffer une portion supérieure de la
brame.

Installation de coulée (1) selon la revendication 5 dans laquelle I'unité d’agitation (320) comprend le suivant:
un troisiéme agitateur disposé a proximité du moule (160) et capable de s’élever dans une direction d’étirage de la

brame ; et
un quatriéme agitateur prévu d’espacé en dessous du troisiéme agitateur et capable de s’élever dans la direction
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d’étirage de la brame.

7. Installation de coulée (1) selon la revendication 6 dans laquelle le troisiéme agitateur a des bobines enroulées autour

du moule (160) ou de la brame et disposées en forme de cercle.

8. Installation de coulée (1) selon la revendication 3 dans laquelle une pousseuse (400) pour séparer la brame de la

machine d’étirage (200) est prévue sur I'unité de coulée (1a) et la pousseuse est installée de fagon a étre capable de
se déplacer en va-et-vient vers I'avant et vers I'arriére en direction de I'unité de solidification (1b).

9. Installation de coulée (1) selon la revendication 1 dans laquelle une unité de transfert (700) transférant la brame de

'unité de coulée (1a) a l'unité de solidification (1b) ou de I'unité de solidification (1b) a un extérieur de I'unité de
solidification (1b) est prévue.

10. Procédé de coulée comprenant :

la fourniture d’un acier fondu pour préparer la coulée ;

la coulée de 'acier fondu dans une unité de coulée (1a) permettant d’ouvrir et de fermer un passage a travers
lequel passe I'acier fondu ;

le transfert d’'une brame produite par la coulée a une unité de solidification (1b) qui est séparée de I'unité de coulée
(1a) et disposée pour étre espacée d’une surface de coté de I'unité de coulée (1a) ;

achever une solidification de la brame et empécher une pré-solidification d’'une partie supérieure de la brame afin
de réduire la formation d’un tube par un premier dispositif de commande de qualité (600) prévu dans l'unité de
solidification (1b) et comprenant :

un premier agitateur (620) disposé a proximité d’'un coté extérieur de labrame et d’espacé de labrame d’'une
distance prédéterminée, et configuré pour se soulever dans une direction longitudinale de la brame,

un deuxiéme agitateur (640) disposé a une distance prédéterminée en dessous du premier agitateur (620) et
espaceé de celui-ci, et configuré pour se soulever dans la direction longitudinale de la brame, et

un premier élément chauffant (660) configuré pour chauffer une partie supérieure de la brame ;

dans lequel de I'acier fondu non solidifié dans la brame est agité par le premier agitateur (620), et par le
deuxieme agitateur (640), et une partie supérieure de la brame est chauffée sur un c6té extérieur de labrame
par le premier élément chauffant (660);

et

le transfert de la brame, dont la solidification est achevée dans l'unité de solidification (1b), a un post-
traitement,

dans lequel la coulée de I'acier fondu est répétée dans I'unité de coulée (1a) aprés le transfert de la brame a
I'unité de solidification (1b).

11. Procédé de coulée selon la revendication 10, dans lequel lorsque la coulée de I'acier fondu est répétée le transfert de
labrame al'unité de solidification (1b) est réalisé tandis que I'acier fondu est transféré a I'unité de coulée (1a) de fagcon

a réaliser la préparation de la coulée.

12. Procédé de coulée selon la revendication 10 dans lequel I'acier fondu est coulé a une vitesse de coulée de 0,3 m par
minute ou moins.
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