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A Study on Control Technology for Transverse Corner Cracks of
Concasting Slab of Auto Frame Steel

Pan Hong
( Research Institute Co Ltd, Pangang Group, Chengdu 611731)

Abstract  According to transverse corner cracks occurred on 200 mm casting slab of V or V-Nb micrealloving low car-
bon auto frame steels produced at Pangang Steel, with comprehensive-optimized ¢asting process parameters including de-
creasing the ratio heat flux between narrow side and broad side of slab in mold from original 0. 90 ~ 1. 10 to 0. 75 ~ 0. 85,
decreasing the mold powder viscosity from 0. 20 Pa - s to 0. 16 Pa - s, stabilizing the casting speed and working condition of
caster, the casting slab transverse corner crack defects significantly reduce and the hot rolled coil lines and peeling defects
caused by the transverse corner cracks of slab are eliminated, therefore the percentage of changing criterion or reducing to
lower grade caused by surface defects of auto frame steel hot rolled coil decreases to O from original 30% .
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Table 1  Chemical composition of auto frame steel S10L
and S90L /%
g C Si Mn P S \s Nb
S10L 0.07~ 0.15~ 1.05~ = < 0.06 ~
- 0.12 0.30 1.25 0.025 0.015 0.10
5001, 0.05~ 0.15~ 1.40~ = = 0.06 ~ 0.02~

0.10 0.35 1.60 0.025 0.010 0.10 0.05
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Morphology of surface lines (a) and peeling (b) defects on hot rolled coil caused
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by transverse corner cracks of slab
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Table 2 Main parameters of slab caster
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Table 3  Statistics of transverse corner cracks on left-side
and right-side of casting slab of auto frame steel
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(a) 0.90~1.10 35 0.75~0.85 9

(b) 0.75 ~0.83 10 0.85~1.00 29
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Fig.2  Ratio of heat flux on lift-side and right-side of slab at working condition (a) and (b) (table 3)
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Condition of transverse corner cracks of slab of auto frame steel before optimization (a)
and after optimization (b)
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Table 4 Ingredient and properties of mold powder and effect on transverse corner cracks of slab before and after optimization
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Table 5 Effect of stability of casting speed on transverse
corner cracks of slab
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