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Analysis on Surface Longitudinal Crack of Concasting Slab of Heat
Resistant Stainless Steel 310S and Process Improvement

Li Jun, Li Xiachong, Fan Xinzhi and Li Guoping
( Technical Center, Taiyuan Iron and Steel ( Group) Co Ltd, Taiyuan 030003)

Abstract  As heat conductivity of austenite heat resistant stainless steel 310S (% ;0.05C, 24.5Cr, 19.3Ni) is
poor, only 0.029 x4. 18 J/(em - C) at 100 °C, the surface longitudinal cracks with wide 0. 1 ~ 10 mm and depth 1 ~20
mm of 200 mm x (950 ~2150) mm casting slab easy produce. By using mold flux ST-SP/310 with lower melting point-
1085 °C to replace mold flux ST-SP/810 with higher melting point- 1 120 C, decreasing broad face and narrow face cool-
ing water rate respectively to 4 300 L/min and 430 L/min from original 4 500 L/min and 460 L/min, decreasing liquid su-
per-heating extent to 20 ~35 °C from 30 ~45 °C and lowering casting speed to 0. 80 ~0. 90 m/min from 0. 95 m/min, the
quality of cast slab obviously improves to avoid the occurrence of surface longitudinal crack.
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Table 1 Main parameters of slab caster
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Table 2 Main technology parameters for concasting steel
310S before process improvement
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Table 3 Heat conductivity of stainless steels [100 °C, 4. 18
J/{em - C)]

P Fh 304 316 Crl7 3108
TR 0. 050 0.050 0.062 0.029

MR T AL S BRI RAR
1.2 Kt kg

KT B R 10 °C 7645 dh 8 P9 B IEAROK
Wah &R L 2 mm' L PR AYERTE I, 7640
KABERERT , MR ZMESK, G248
1.3 hidfl g

WAL A < 0.1 m/minfit, MBI A T
ﬂﬂéﬁLﬁm>0hmmwT%h W Bl ) 1
PR G- 5ict =k A oA
1.4 fRirEA ﬁ%%m

A e 2 W R I R R R A A
12 ~18 mm, 3 JE 22 FEAEATRE, ol 2 7 BURE
TR BB SRR

2 FEEHER

2.1 EfRIE

T2 A HR 3108 T #4OR45 #4k i ST-SP/
810 {R it (ML IR IE & 304 REW) , Aot iz
& B ST-SP/810 R4 i i 7o 5 LI (L R
B T2 Mol E 5 R ST-SP/310 {54533 .

MF 4 TR, PO RR OR AP i A B R A
{H ST-SP/810 44 5 H, ST-SP/310 & 35 °C, i 304 &
BRI EE 3108 /&5 60 °C 5@ th#, ST-SP/
310 HiEA 310S 4/~

*4 IZu#tuiERIPFENSIESH

Table 4 Characteristic parameters of mold flux before and
after process improvement
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Table S Mold cooling water rate before and after process
improvement
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