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Description

TECHNICAL FIELD

[0001] The present disclosure relates to a method of continuous casting heterogeneous steels, and more particularly,
to a method of continuous casting heterogeneous steels which may predict and automatically cut off a mixed portion of
a strand which is produced by mixing previous steel and subsequent steel in a method of continuous casting different
steels.

BACKGROUND ART

[0002] A continuous casting operation of heterogeneous steels (i.e., different steels) is an operation of continuous
casting by using molten steel of new steel (hereinafter, referred to as "subsequent steel") which has components different
from those of molten steel of steel currently being processed (hereinafter, referred to as "previous steel"). For this
purpose, the molten steel of the subsequent steel contained in a subsequent ladle is supplied to a tundish at the end of
the operation of the previous steel. In this case, the molten steel of the previous steel and the molten steel of the
subsequent steel are mixed in the tundish, and the mixed molten steel is injected into a mold through a submerged entry
nozzle.

[0003] As aresult, a mixed portion, which is produced by mixing heterogeneous steels, is indispensably generated in
some portions of a cast strand, and since the mixed portion does not satisfy compositional specifications of products,
the mixed portion is cut off and mostly reused as scrap metal.

[0004] Typically, in order to cut off the mixed portion generated by continuous casting of heterogeneous steels, the
mixed portion has been cut to a predetermined length on the basis of a meniscus position of the strand. However, with
respect to this cut-off method, since the mixed portion is cut to a predetermined length on the basis of the meniscus
position of the strand regardless of various variables such as changes in steel or casting speed, a cut position of the
mixed portion is not accurate. Thus, the mixed portion may be cut excessively more than the actual mixed portion so
that it may be a cause of reducing productivity, or the mixed portion may be cut less than the actual mixed portion so
that the product may be sold in a state in which the mixed portion is mixed.

[0005] In order to address the above limitations, lengths of the mixed portion were datafied according to types and
combination of the previous steel and the subsequent steel to make as a table, and the mixed portion was cut to a cut-
off length corresponding to the types and combination of the previous steel and the subsequent steel during the operation
of heterogeneous steels. However, even in the above cut-off method, the mixed portion was excessively cut so that a
region satisfying design specifications may be cut with the mixed portion and discarded, or there were still limitations in
that all of the mixed portion may not be cut off and some of the mixed portion may be mixed in the product.

[0006] Also, as another typical method, a mixed concentration of the previous steel and the subsequent steel of a
strand during casting was calculated by using operation data, such as a change in ladle weight, a change in tundish
weight, and casting speed, of the previous performed operation as disclosed in Korean Patent No. 10-0419886. A mixed
portion was determined by using the mixed concentration calculated from hydrodynamic principles and was cut off at
both ends thereof. However, with respect to the above method of determining the mixed portion, the mixed concentration
and the mixed portion were predicted without consideration of each position in the cross-section of the strand, i.e.,
surface and center. Thus, since reliability or accuracy of the prediction of the mixed portion is low, there have still been
occasions in which at least a portion of the mixed portion is mixed in the product and delivered to client companies.

DISCLOSURE OF THE INVENTION

TECHNICAL PROBLEM

[0007] The present disclosure provides a method of continuous casting heterogeneous steels which may predict and
automatically cut off a mixed portion of a strand which is produced by mixing previous steel and subsequent steel in a
method of continuous casting different steels.

[0008] The present disclosure also provides a continuous casting method which may prevent product failure due to
the mixed portion, which is caused by the continuous casting of heterogeneous steels, by calculating the position of the
mixed portion of the strand to improve the accuracy of the prediction of the position and length of the mixed portion.

TECHNICAL SOLUTION

[0009] In order to solve the above problems, the subject-matter of claims 1 and 2 is proposed. In accordance with an
exemplary embodiment, a method of continuous casting heterogeneous steels includes: obtaining dimensionless relative
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concentrations of subsequent steel to previous steel respectively at surface and inside of a continuous cast strand in
real time; calculating positions in a longitudinal direction of the strand having the dimensionless relative concentrations
of the surface and the inside obtained in real time; predicting a mixed portion in the strand by respectively comparing
the obtained dimensionless relative concentrations of the surface and the inside with reference concentrations; and
cutting off the predicted mixed portion.

[0010] The positions of the strand, from which the dimensionless relative concentrations are obtained, are a surface
and a center in a height direction of the strand.

[0011] In accordance with another exemplary embodiment, a method of continuous casting heterogeneous steels
includes: obtaining dimensionless relative concentrations of subsequent steel to previous steel respectively at a plurality
of positions in a height direction of a strand solidified and continuous cast from a mold in real time by using relative
amounts of the previous steel and the subsequent steel in a tundish and relative amounts of the previous steel and the
subsequent steel in the mold; calculating positions in a longitudinal direction of the strand having the dimensionless
relative concentrations obtained in real time; predicting a mixed portion in the strand by respectively comparing the
obtained dimensionless relative concentrations with reference concentrations; and cutting off the predicted mixed portion.
[0012] The plurality of positions in the height direction of the strand, from which the dimensionless relative concentra-
tions are obtained, includes a surface and a center of the strand.

[0013] The method may further include setting the reference concentrations, before the obtaining of the dimensionless
relative concentrations of the subsequent steel to the previous steel in the continuous cast strand in real time, wherein
the setting of the reference concentrations may include: setting a lowermost limit concentration among upper limit
concentrations of each component of the previous steel as a first reference concentration; and setting an uppermost
limit concentration among lower limit concentrations of each component of the subsequent steel as a second reference
concentration.

[0014] The setting of the first reference concentration and the second reference concentration may include: calculating
concentrations of the components of the previous steel as lower limit dimensionless concentrations and upper limit
dimensionless concentrations; setting a lowermost limit dimensionless concentration among the upper limit dimension-
less concentrations of the each component of the previous steel as the first reference concentration; calculating con-
centrations of the components of the subsequent steel as lower limit dimensionless concentrations and upper limit
dimensionless concentrations; and setting an uppermost limit dimensionless concentration among the lower limit dimen-
sionless concentrations of the each component of the subsequent steel as the second reference concentration.
[0015] The calculating ofthe concentrations of the each component ofthe previous steel as the lower limit dimensionless
concentrations and the upper limit dimensionless concentrations may include: substituting a lower limit dimensionless
concentration value of the previous steel with an upper limit dimensionless concentration value of the previous steel and
substituting the upper limit dimensionless concentration value of the previous steel with the lower limit dimensionless
concentration value of the previous steel when the lower limit dimensionless concentration of the previous steel is greater
than the upper limit dimensionless concentration of the previous steel; and the calculating of the concentrations of the
each component ofthe subsequent steel as the lower limit dimensionless concentrations and the upper limit dimensionless
concentrations may include substituting a lower limit dimensionless concentration value of the subsequent steel with an
upper limit dimensionless concentration value of the subsequent steel and substituting the upper limit dimensionless
concentration value of the subsequent steel with the lower limit dimensionless concentration value of the subsequent
steel when the lower limit dimensionless concentration of the subsequent steel is greater than the upper limit dimen-
sionless concentration of the subsequent steel.

[0016] The strand may be determined to be in a mixed state when at least one dimensionless relative concentration
of the obtained dimensionless relative concentrations of the surface and the center is deviated from the reference
concentration, and a position in the longitudinal direction of the strand, in which at least one dimensionless relative
concentration of the obtained dimensionless relative concentrations of the surface and the center is deviated from the
reference concentration, may be determined as the mixed portion.

[0017] A position in the longitudinal direction of the strand, in which the obtained dimensionless relative concentration
of the center reaches the reference concentration, may be determined as a starting point of the mixed portion, and a
position in the longitudinal direction of the strand, in which the obtained dimensionless relative concentration of the
surface reaches the reference concentration, may be determined as an end point of the mixed portion.

[0018] The method further includes: receiving data of a residual amount of molten steel in the tundish, casting speed,
and concentrations of each of the previous steel and the subsequent steel on-line and storing the data; and detecting
a subsequent ladle opening signal, before the obtaining of the dimensionless relative concentrations of the subsequent
steel to the previous steel.

[0019] The method further includes: obtaining dimensionless relative concentrations of each of the surface and the
center ofthe strand in real time from a time of detecting the subsequentladle opening signal, and counting a dimensionless
concentration acquisition time from the time of detecting the subsequent ladle opening signal to be compared with a
reference time in real time; comparing the obtained dimensionless relative concentration of the center with the first
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reference concentration and comparing the obtained dimensionless relative concentration of the surface with the second
reference concentration when the dimensionless concentration acquisition time is the reference time or less; and termi-
nating the acquisition of the dimensionless relative concentrations of each of the surface and the center of the strand
when the concentration acquisition time is greater than the reference time.

[0020] The method further includes determining whether or not a type between the previous steel and the subsequent
steel is a type that is included in a preset heterogeneous steel cut-off table; cutting the strand to a cut-off length of the
corresponding heterogeneous steel type when the type between the previous steel and the subsequent steel subjected
to a current operation is the type that is included in the preset heterogeneous steel cut-off table; and cutting the strand
to a preset predetermined cut-off length when the type between the previous steel and the subsequent steel subjected
to the current operation is not included in the preset heterogeneous steel cut-off table, after the terminating of the
acquisition of the dimensionless relative concentrations of each of the surface and the center of the strand.

[0021] The detecting of the subsequent ladle opening signal may include: sending a virtual ladle opening signal;
detecting a weight of the tundish in real time, in milliseconds (ms) from a time when the virtual ladle opening signal is
sent; calculating the weight of the tundish detected in milliseconds (ms) as an average weight of the tundish at prede-
termined time intervals in seconds (s); and setting a time of opening the subsequent ladle using a time of continuously
increasing the average weight of the tundish.

[0022] When W,(t) is a weight of a residual-steel amount in the tundish at a current time and W (t-A t) is a weight of
aresidual-steel amount in the tundish at an earlier time, t-2*At may be determined as the time of opening the subsequent
ladle when both of Wy(t) - Wi4(t-A t) and Wi4(t) - Wi4(t-2*A t) are greater than or equal to "0", the dimensionless relative
concentrations of each of the surface and the center of the strand may be obtained from t-2*At, and the residual-steel
amount in the tundish and the casting speed may be stored from t-4*A t.

[0023] The obtaining of the dimensionless relative concentrations of the subsequent steel to the previous steel at the
surface and the center of the strand may include: calculating an inlet volumetric flow (Q;q.,) of the subsequent steel in
the tundish; calculating an average dimensionless relative concentration (C,y_,,c(t+A t)) of the molten steel in the tundish
ata current time using the inlet volumetric flow (Qu.,) of the subsequent steel in the tundish; calculating a dimensionless
relative concentration (Cyy_,4(t+At)) of the molten steel discharged from the tundish at a current time using the average
dimensionless relative concentration (Ciy_5,e(t+A t)) of the molten steel in the tundish at a current time; calculating an
average dimensionless relative concentration (C,,q_aver(t+At)) of the molten steel in the mold at a current time using the
dimensionless relative concentration (Cy_,,+(t+At)) of the molten steel discharged from the tundish at a current time; and
calculating a dimensionless relative concentration (C,,,4.o.(t*At)) of the strand discharged from the mold at a current
time using the average dimensionless relative concentration (C,4_aver(t+At)) of the molten steel in the mold at a current
time and adimensionless relative concentration (C,,,4.i5(t+At)) of the molten steel introduced into the mold ata currenttime.
[0024] The inlet volumetric flow (Qq.;,) of the subsequent steel in the tundish may be calculated by Equation 5,

[Equation 5]

) IVt La)- T (1) .
Qtd-in A X ), Qtd-out

wherein Wiy(t) is a total weight of the molten steel in the tundish at an earlier time, W;4(t+A t) is a total weight of the
molten steel in the tundish at a current time, Q4. is @ volumetric flow of the molten steel discharged from the tundish,
and p| is liquid density of the molten steel,

[0025] the average concentration (Cy
by Equation 6,

_ave(t*A 1)) of the molten steel in the tundish at a current time may be calculated
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[Equation 6]

Wtd(t) X Ctd—ave(t)+ Qfd—fn(t) X At)( P X Ctd—in(t) Qid—ow(t) X A‘IX P X Cid—our(t)
Wt 4r) W1+ L6

jrd—ave(t—l— AI):

wherein Ciy_,,6(1) is an average dimensionless relative concentration of the molten steel in the tundish at an earlier time,
Qiq.in(t) is an inlet volumetric flow of the molten steel introduced into the tundish at an earlier time, Cyqi,(t) is an inlet
concentration (dimensionless relative concentration) of the subsequent steel in the tundish at an earlier time, Qq_ot(t)
is a volumetric flow of the molten steel discharged from the tundish at an earlier time, Cyy_,4(t) is a concentration
(dimensionless relative concentration) of the molten steel discharged from the tundish at an earlier time, and p,_is liquid
density of the molten steel,

[0026] the concentration ((Ciyout(t+At)) of the molten steel discharged from the tundish at a current time may be
calculated by Equation 7,

[Equation 7]

Crd-our(t+Af):frd>< Crd-ave(r+At)+(1-frd) X Crd-in(r—l_Ai

wherein f4 is an interpolation and extrapolation factor of the tundish, C,y_,,(t+A t) is an average dimensionless relative
concentration of the molten steel in the tundish at a current time, and Cy_;,(t+At) is a dimensionless relative concentration
of the molten steel introduced into the tundish at a current time,

the average concentration (C,4.aver(t+At)) of the molten steel in the mold at a currenttime may be calculated by Equation 8,

[Equation §&]

Wmd(t) X Cmd-ave(t)+ de-in(t) KAEX Pr X Cmd-in(t) de-out(t) KBEX Pr X Cma’-out(
Wmd(t—'—A[) Wmd([—'—A[)

Cmd-ave(t+At):

wherein W (1) is a total weight of the molten steel in the mold at an earlier time, C,4_a.e((t) is an average dimensionless
relative concentration of the molten steel in the mold at an earlier time, Q,,4.i,(t) is an inlet volumetric flow of the molten
steel in the mold at an earlier time, C,4.,(t) is an inlet concentration (dimensionless relative concentration) of the molten
steel in the mold at an earlier time, W 4(t+A t) is a total weight of the molten steel in the mold at a current time, Q,,q-out(t)
is a volumetric flow of the molten steel discharged from the mold, C,,,4.,,t(t) is @ dimensionless relative concentration of
the strand discharged from the mold at an earlier time, and p| is liquid density of the molten steel, and the concentration
(Crnd-out(t+At)) of the strand discharged from the mold at a current time may be calculated by Equation 9,

[Equation 9]

" (AN X (AN YO (HA

wherein f 4 is an interpolation and extrapolation factor of the mold, C,,4.aver(t+At) is an average dimensionless relative
concentration of the molten steel in the mold at a current time, and C,,4,(t+At) is a dimensionless relative concentration
of the molten steel introduced into the mold at a current time.
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[0027] In the calculating of the dimensionless relative concentration of the center of the strand, 4+2 may be applied
to the interpolation and extrapolation factor (fyy) of Equation 7, and 0.7+0.4 may be applied to the interpolation and
extrapolation factor (f,,4) of Equation 9 to calculate the dimensionless relative concentration (C,,4-out-center) ©f the center
of the strand.

[0028] In the calculating of the dimensionless relative concentration of the surface of the strand, 2.2+0.6 may be
applied to the interpolation and extrapolation factor (f4) of Equation 7, and 0.5+0.2 may be applied to the interpolation
and extrapolation factor (f,,4) of Equation 9 to calculate the dimensionless relative concentration (C surface) Of the
surface of the strand.

[0029] A liquid density of the molten steel may be used as a density (p| ) value in Equations 5, 6, and 8, and a value
of 7,000 kg/m3 to 7,400 kg/m3 may be used as the density of the molten steel.

[0030] The method may furtherinclude: setting a position of the strand in which the dimensionless relative concentration
of the surface of the strand begins to be obtained; and setting a position of the strand in which the dimensionless relative
concentration of the center of the strand begins to be obtained, wherein a position of the strand at the time of opening
the subsequent ladle may be set as the position in which the dimensionless relative concentration of the surface of the
strand begins to be obtained, and a position of -4 =4 m from the position of the strand at the time of opening the subsequent
ladle may be set as the position in which the dimensionless relative concentration of the center of the strand begins to
be obtained.

[0031] In the calculating of the position in the longitudinal direction of the strand having the obtained dimensionless
relative concentration of the surface, the position may be calculated by Equation 10 in which a volumetric flow (Q,4.out)
of the molten steel discharged from the mold is divided by a product of a cross-sectional area (A,4) of the strand and
solid density (p,) of the molten steel,

md-out-

[Equation 10]

Qm‘ =0l X p
bl —
Amd>< s

wherein Q 4oyt is @ volumetric flow of the molten steel discharged from the mold, A4 is a cross-sectional area of the
strand, and pg is solid density of the molten steel, wherein a value of 7,600 kg/m3 to 8,000 kg/m3 is used.

[0032] In the calculating of the position in the longitudinal direction of the strand having the obtained dimensionless
relative concentration of the center, a position of -4+=4 m from the position having the obtained dimensionless relative
concentration of the surface may be set as the position having the dimensionless relative concentration of the center.
[0033] A region from a point of the strand, in which the real-time obtained dimensionless relative concentration of the
center of the strand reaches the first reference concentration, to a point of the strand, in which the real-time obtained
dimensionless relative concentration of the surface of the strand reaches the second reference concentration, may be
predicted as the mixed portion.

[0034] The method may further include: setting the point of the strand, in which the real-time obtained dimensionless
relative concentration of the center of the strand reaches the first reference concentration, as a first cut-off position;
setting the point of the strand, in which the real-time obtained dimensionless relative concentration of the surface of the
strand reaches the second reference concentration, as a second cut-off position; and cutting off the mixed portion by
cutting the strand respectively at the first cut-off position and the second cut-off position.

[0035] The predicting of the mixed portion of the strand and the cutting off of the predicted mixed portion may be
performed as an online process.

ADVANTAGEOUS EFFECTS

[0036] According to exemplary embodiments, dimensionless concentrations of each of surface and center of a strand
are obtained, and a position and a length of a mixed portion are derived by using the dimensionless concentrations.
That is, the mixed portion is not cut to a predetermined length regardless of heterogeneous steel operating conditions
as in the related art, but the dimensionless concentrations of each of the surface and the center of the strand are obtained
for each operation of heterogeneous steels, and positions of the strand having the obtained dimensionless concentrations
are set to predict the position and the length of the mixed portion. Thus, since the accuracy of the prediction of the
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position and length of the mixed portion is improved, a decrease in profitability due to excessive cut-off of the mixed
portion may be prevented and the shipment of defect products due to less cut-off of the mixed portion to client companies
may be prevented.

BRIEF DESCRIPTION OF THE DRAWINGS

[0037]

FIG. 1 illustrates general continuous casting equipment;

FIG. 2illustrate principal parts of the general continuous casting equipment for describing a process of manufacturing
a strand or slab through supply and solidification processes of molten steel;

FIG. 3 is a flowchart sequentially illustrating a method of predicting a heterogeneous steel mixed portion of the
strand according to an exemplary embodiment and a method of cutting the mixed portion by using the above method;
FIGS. 4 and 5 are flowcharts specifically illustrating a method of cutting the mixed portion in a continuous casting
method according to an exemplary embodiment;

FIG. 6 is a flowchart specifically illustrating a process of detecting a subsequent ladle opening signal according to
an exemplary embodiment;

FIG. 7 is a flowchart illustrating a method of setting a first reference concentration and a second reference concen-
tration for the prediction of the heterogeneous steel mixed portion of the strand as a method according to an exemplary
embodiment;

FIG. 8 is a graph illustrating a dimensionless concentration for each component of previous steel and subsequent
steel which is obtained by the method according to the exemplary embodiment;

FIG. 9is a graphillustrating a dimensionless concentration distribution of chromium (Cr) in a vertical direction (section
thickness) and a casting direction (longitudinal direction) of the strand manufactured by heterogeneous steel con-
tinuous casting;

FIG. 10 is images illustrating changes in concentration in a mold over time during a heterogeneous steel continuous
casting operation;

FIG. 11 is the result of calculating a concentration distribution with respect to the longitudinal direction and cross-
section of the strand after the completion of final solidification by only considering an effect of the mold without
considering an effect of tundish during the heterogeneous steel continuous casting operation;

FIG. 12 is a flowchart illustrating a method of obtaining dimensionless concentrations of surface and center of the
strand according to an exemplary embodiment;

FIG. 13 is a graph comparing dimensionless concentration data of the surface and the center of the strand obtained
according to the exemplary embodiment with results of the measurement of actual components in the longitudinal
direction of the cast strand;

FIG. 14 is a graph comparing data in which a mixed portion is predicted by the prediction method according to the
exemplary embodiment and concentrations are measured by collecting the predicted mixed portion; and

FIG. 15 is a graph in which lengths of mixed portions are analyzed by the method of predicting a mixed portion
according to the exemplary embodiment for 1 year.

MODE FOR CARRYING OUT THE INVENTION

[0038] Hereinafter, exemplary 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
embodiments 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.

[0039] Hereinafter, a solidified object, which is solidified in a mold, drawn or discharged to the outside of the mold,
and formed by extending in a casting direction, in a state before cut-off is denoted as "strand", and an object, in which
the strand is cut to a predetermined length, is denoted as "slab".

[0040] FIG. 1illustrates general continuous casting equipment. FIG. 2illustrate principal parts of the general continuous
casting equipment for describing a process of manufacturing a strand or slab through supply and solidification processes
of molten steel.

[0041] Referring to FIGS. 1 and 2, the continuous casting equipment includes ladles 100: 110 and 120 which accom-
modate refined molten steel and are movable, a tundish 200 configured to accommodate the molten steel supplied from
the ladles 100: 110 and 120, a mold 300 which produces a strand S having a predetermined shape by receiving and
solidifying the molten steel from the tundish 200, a nozzle 400 configured to inject the molten steel in the tundish 200
into the mold by having one end thereof connected to the tundish 200 and having at least a portion of the bottom thereof
installed to be inserted into the mold 300, a plurality of rollers 500 configured to transport the strand S drawn from the
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mold 300 in a casting direction, a plurality of segments 600 configured to spray cooling water to the strand S being
transported by the plurality of rollers 500, and a cutter 800 which cuts the strand S continuously produced from the mold
300 to a predetermined size to manufacture a slab 700 having a predetermined shape. Herein, a gas torch or a hydraulic
shear may be used as the cutter 800.

[0042] The tundish 200 has an outlet for supplying the molten steel to the mold 300, wherein the outlet may be provided
in plurality depending on continuous casting equipment and the mold 300 is provided in a number corresponding to the
number of the outlets. Thus, with respect to continuous casting equipment having the plurality of molds 300, the strand
S solidified and drawn from the mold 300 becomes a plurality.

[0043] In continuous casting of heterogeneous steels, molten steels of different steels having different components
are accommodated in the first ladle 110 and the second ladle 120, and when any one ladle 110 or 120 completes the
supply of the molten metal to the tundish 200, a ladle turret (not shown) rotates 180 degrees so as to shift the position
of the one ladle 110 or 120 with respect to that of the other ladle 110 or 120. Accordingly, the molten steels of the different
steels may be alternatinlgy supplied to the tundish. For example, casting is first performed by supplying the molten steel
contained in the first ladle 110 to the tundish 200, and the molten steel of the second ladle 120 is supplied to the tundish
200 at the end of the casting and cast so that the heterogeneous steels are continuously cast.

[0044] In the continuous casting of the heterogeneous steels, since the molten steel of the steel currently being cast
and being at the end of the operation (hereinafter, referred to as "previous steel") and the molten steel of the steel
subsequently introduced (hereinafter, referred to as "subsequent steel") are mixed in the tundish 200 and the mold 300,
amixed portion, in which the previous steel and the subsequent steel are mixed and solidified, is generated in the strand S.
[0045] Thus, in the continuous casting of the heterogeneous steels, the present disclosure provides a method of
continuous casting heterogeneous steels which may improve the accuracy of the prediction of the mixed portion and
may automatically cut off the mixed portion by obtaining the concentration of the strand S in real time through an online
system, calculating a position of the strand S having the obtained concentration, and predicting a position of the mixed
portion in real time by using the calculated position.

[0046] FIG. 3is a flowchart sequentially illustrating a method of predicting a heterogeneous steel mixed portion of the
strand according to an exemplary embodiment and a method of cutting the mixed portion by using the above method.
FIGS. 4 and 5 are flowcharts specifically illustrating a method of cutting the mixed portion in a continuous casting method
according to an exemplary embodiment, and FIGS. 4 and 5 include the method of predicting a mixed portion and the
method of cutting the mixed portion of FIG. 3.

[0047] Hereinafter,the method of cutting the mixed portion of the strand during the continuous casting of heterogeneous
steels according to the exemplary embodiment will be described with reference to FIGS. 3 to 5. In this case, in continuous
casting equipment having the plurality of strands which are solidified and drawn from the plurality of molds, since uniform
molten steel is supplied to each strand by a flow control device in the tundish, e.g., a dam or a weir, the method of cutting
the mixed portion is equally applied to each strand. Therefore, a case of applying the method to the single strand will
be described.

[0048] Referring to FIG. 3, the method of predicting a heterogeneous steel mixed portion of the strand according to
the exemplary embodiment includes the processes of: storing process variables or process data for continuous casting
of heterogeneous steels (S100), detecting a signal of opening a ladle (hereinafter referred to as "subsequent ladle")
containing subsequent steel (S200), setting a first reference concentration and a second reference concentration for
predicting a heterogeneous steel mixed portion of a strand solidified and drawn from a mold (S300), obtaining dimen-
sionless relative concentrations of the subsequent steel to previous steel at surface and inside of the strand in real time
and calculating positions in a longitudinal direction of the strand having the dimensionless relative concentrations at the
surface and the inside obtained in real time (S400), comparing the obtained dimensionless relative concentration of the
inside of the strand with the first reference concentration in real time and comparing the obtained dimensionless relative
concentration of the surface of the strand with the second reference concentration in real time (S600), predicting a mixed
portion in the strand according to a comparison result between the obtained dimensionless relative concentrations of
each of the surface and the inside and the first and second reference concentrations (S700), and cutting off the predicted
mixed portion (S1100).

[0049] Herein, the surface and the inside of the strand may be surface and inside in a longitudinal direction (i.e., left
and right direction) of the strand or in a vertical direction (or height direction) of the strand which crosses the casting
direction, the inside may be the center in the vertical direction (or height direction) of the strand, and the surface may
be any one of a top surface and a bottom surface of the strand.

[0050] Also, since the dimensionless relative concentration of the subsequent steel to the previous steel is a degree
or amount in which the subsequent steel is mixed with respect to the previous steel, the dimensionless relative concen-
tration, in other words, may be a degree in which the previous steel and the subsequent steel are mixed, i.e., "mixed
concentration".

[0051] A dimensionless concentration represents a typical concentration value as a dimensionless ratio or dimension-
less value, wherein the dimensionless concentration is a concentration represented by a value of 0 or more or 1 or less.
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Thus, the dimensionless relative concentration of the subsequent steel to the previous steel may also be represented
by avalue of 0 or more or 1 orless. A dimensionless concentration of the previous steel is defined as 0 and a dimensionless
concentration of the subsequent steel is defined as 1. For example, in a case in which the dimensionless relative
concentration is 0, it denotes a case in which an amount of the subsequent steel in the molten steel or the strand is 0%,
i.e., a case in which there is no inflow of the subsequent steel. In contrast, in a case in which the dimensionless relative
concentration is 1, it denotes a case in which the amount of the subsequent steel in the molten steel or the strand is
100%. For example, in a case in which the dimensionless relative concentration is 0.4, it denotes that the previous steel
and the subsequent steel in the molten steel or the strand are mixed in a ratio of 60% to 40%.

[0052] The first reference concentration and the second reference concentration, which are compared with the dimen-
sionlessrelative concentrations of each of the center and the surface of the strand obtained in real time, are dimensionless
concentration values.

[0053] Inthe method of predicting and cutting a heterogeneous mixed portion according to the exemplary embodiment
illustrated in FIG. 3, the method of predicting and cutting a heterogeneous mixed portion as described in FIG. 3 may or
may not be used depending on acquisition time of the dimensionless relative concentrations of each of the surface and
the center of the strand calculated from a time of opening of the subsequent ladle.

[0054] In other words, in a case in which the concentration acquisition time, in which the dimensionless relative
concentrations of each of the surface and the center of the strand are obtained, is less than a reference time, a subsequent
process is performed in which a mixed portion is predicted by comparing the obtained dimensionless concentrations of
each of the center and the surface with the first and second reference concentrations. In contrast, in a case in which the
concentration acquisition elapsed time of the surface and the center of the strand is greater than the reference time, the
process of obtaining the concentration of each of the surface and the center is terminated. The mixed portion is cut off
according to a data table, in which cut-off lengths of the mixed portion, which are preset according to types of the previous
steel and the subsequent steel, are datafied, or the mixed portion is cut to a predetermined length which is preset
regardless of the types of the previous steel and the subsequent steel.

[0055] FIGS. 4 and 5 are flowcharts which include a series of processes, in which the mixed portion is cut off by
automatically predicting the position of the mixed portion according to the above-described dimensionless relative con-
centration acquisition time of each of the surface and the center of the strand, or the mixed portion is cut off by using
the mixed portion cut-off length data table which is preset according to the combination of heterogeneous steels, or the
mixed portion is cut to a predetermined length.

[0056] Referringto FIGS. 4 and 5, the method of continuous casting heterogeneous steels according to the exemplary
embodiment includes the processes of: storing process data according to continuous casting of heterogeneous steels
(S100), detecting a subsequentladle opening signal (S200), setting a first reference concentration and a second reference
concentration for predicting a heterogeneous steel mixed portion of a strand solidified and drawn from a mold (S300),
obtaining dimensionless relative concentrations of each of surface and center of the strand in real time to calculate
positions of the strand having the dimensionless relative concentrations of each of the surface and the center obtained
at a current time (S400), and comparing dimensionless relative concentration acquisition time of the surface and the
center of the strand with a reference time (S500).

[0057] In the above description, after the detecting of the subsequent ladle opening signal (S200), the setting of the
first reference concentration and the second reference concentration for predicting the heterogeneous steel mixed portion
of the strand solidified and drawn from the mold (S300) is performed. However, the exemplary embodiment of the present
disclosure is not limited thereto, and a sequence of the detecting of the subsequent ladle opening signal (S200) and the
setting of the first reference concentration and the second reference concentration for predicting the heterogeneous
steel mixed portion of the strand solidified and drawn from the mold (S300) may be changed.

[0058] In addition, in a case in which the dimensionless relative concentration acquisition time of the surface and the
center of the strand is the reference time or less (YES), the method of continuous casting heterogeneous steels according
to the exemplary embodiment includes the processes of: comparing the obtained dimensionless relative concentration
of the center of the strand with the first reference concentration in real time and comparing the obtained dimensionless
relative concentration of the surface of the strand with the second reference concentration in real time (S600), predicting
and determining a position of the mixed portion of the strand according to a comparison result between the obtained
dimensionless relative concentrations of the surface and the center and the first and second reference concentrations
(S700), and cutting off the predicted mixed portion (S1100).

[0059] Also, in a case in which the dimensionless relative concentration acquisition time of the surface and the center
of the strand is greater than the reference time (NO), the method includes the processes of: terminating the acquisition
of the dimensionless relative concentration of each of the surface and the center of the strand (S800), determining
whether or not types of heterogeneous steels subjected to a current operation, i.e., the previous steel and the subsequent
steel, are types that are included in a preset mixed portion cut-off length table (S900), cutting the mixed portion to a
corresponding length by searching a type corresponding to a combination of the previous steel and the subsequent steel
subjected to the operation when the combination of the previous steel and the subsequent steel subjected to the current
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operation is a type that is included in the preset cut-off length table (YES) (S1200), and cutting the mixed portion to a
predetermined length, e.g., a maximum length when the combination of the previous steel and the subsequent steel
subjected to the current operation is a type that is not included in the preset cut-off length table (NO) (S1300).

[0060] Hereinafter, each process of the continuous casting method according to the exemplary embodiment will be
described in detail with reference to FIGS. 6 to 14.

[0061] FIG. 6 is a flowchart specifically illustrating a process of detecting a subsequent ladle opening signal according
to an exemplary embodiment. FIG. 7 is a flowchart illustrating a method of setting the first reference concentration and
the second reference concentration for the prediction of the heterogeneous steel mixed portion of the strand as a method
according to an exemplary embodiment. FIG. 8 is a graphillustrating a dimensionless concentration for each component
of previous steel and subsequent steel which is obtained by the method according to the exemplary embodiment. FIG.
9 is a graph illustrating a dimensionless concentration distribution of chromium (Cr) in the vertical direction (section
thickness) and the casting direction (longitudinal direction) of the strand manufactured by heterogeneous steel continuous
casting. FIG. 10 is images illustrating changes in concentration in the mold over time during a heterogeneous steel
continuous casting operation. FIG. 11 is the result of calculating a concentration distribution with respect to the longitudinal
direction and cross-section of the strand after the completion of final solidification by only considering an effect of the
mold without considering an effect of the tundish during the heterogeneous steel continuous casting operation. FIG. 12
is a flowchart illustrating a method of obtaining dimensionless concentrations of the surface and the center of the strand
according to an exemplary embodiment. FIG. 13 is a graph comparing dimensionless concentration data of the surface
and the center of the strand obtained according to the exemplary embodiment with results of the measurement of actual
components in the longitudinal direction of the cast strand. FIG. 14 is a graph comparing data in which the mixed portion
is predicted by the prediction method according to the exemplary embodiment and concentrations are measured by
collecting the predicted mixed portion.

[0062] In the storing of the heterogeneous steel continuous casting process data (S100), information, such as casting
conditions and components of the heterogeneous steels, as variable data for the prediction of the mixed portion of the
strand in the heterogeneous steel operation, is stored. That is, a residual amount of the molten steel in the tundish,
casting speed, concentrations of components of the molten steel subjected to the current operation (hereinafter, referred
to as "previous steel"), and concentrations of components of the molten steel subsequently supplied to the tundish
(hereinafter, referred to as "subsequent steel") are stored. These process data may be initialized for each operation of
the heterogeneous steels to be newly set and stored. Also, in the case that the plurality of strands is drawn from the
continuous casting equipment, a casting speed for each strand is stored.

[0063] In an exemplary embodiment, the dimensionless relative concentration of the strand is obtained from the time
of opening the subsequent ladle. Thus, there is a need to accurately detect a signal of opening the ladle in which the
subsequent steel is stored. Referring to FIG. 6, the detecting of the subsequent ladle opening signal (S200) includes
the processes of: sending a virtual subsequent ladle opening signal (S210), detecting a weight of the tundish in real
time, in milliseconds (ms) from a time when the virtual subsequent ladle opening signal is sent (S220), calculating the
weight of the tundish detected in milliseconds (ms) as an average weight of the tundish in second (s) intervals (S230),
determining whether or not the average weight of the tundish calculated over time is continuously increased by receiving
data of the average weight of the tundish in real time (S240), and setting a time of continuously increasing the average
weight of the tundish as a time of opening the subsequent ladle (S250).

[0064] Typically, in the detection of the subsequent ladle opening signal, when a slide gate of the subsequent ladle
was opened at a predetermined opening ratio or more, for example, 100%, the signal was received and detected as the
subsequent ladle opening signal. However, a case frequently occurred in which the molten steel was not discharged
even if the slide gate was opened because an outlet of the subsequent ladle was clogged. Thus, since the subsequent
ladle opening signal was detected by only sensing an operation of the slide gate even if the molten steel was not
discharged from the ladle, its accuracy may be low.

[0065] Typically, in order to address the above limitation in the detection of the subsequent ladle opening signal for
the prediction of the mixed portion, the weight of the tundish was measured according to the time using a sensor for
detecting the weight of the tundish, wherein the weight of the tundish was measured at very short time intervals in
milliseconds (ms). In a case in which the weight of the tundish is continuously increased when a change in the weight
of the tundish measured in real time, in milliseconds (ms) is analyzed, a programmable logic system (PLC) sends a
signal that the subsequent ladle is opened. However, hunting of the weight of the tundish, which was measured at very
shorttime intervals, i.e., in milliseconds (ms), may occur due to the sensitivity of the sensor. Accordingly, a case frequently
occurred in which the PLC sent the subsequent ladle opening signal even in a situation in which the subsequent ladle
is not actually opened. In order to address this limitation, the PLC was allowed to send the subsequent ladle opening
signal at a time when the weight of the tundish at a time of continuous increase in the weight was again sensed after
the weight of the tundish was continuously increased. However, since the opening signal was sent when the weight of
the tundish at the time of continuous increase in the weight was again sensed, a case frequently occurred in which the
ladle opening signal was delayed and sent unlike a real case. In order to address the delay of the opening signal, data
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for 10 minutes before the time when the weight of the tundish at the time of continuous increase in the weight was again
sensed were searched and an operation of setting a time when the weight of the tundish was a minimum was again
performed. However, such a method, as a follow-up method, has a limitation in that the subsequent ladle opening signal
may not be detected in real time. Thus, the subsequent ladle opening signal may still be delayed or may not be correct,
and this becomes a cause of reducing the accuracy of the prediction of the mixed portion.

[0066] Therefore, in order to accurately detect the subsequent ladle opening signal during the continuous casting
operation of heterogeneous steels in the present disclosure, the PLC sends a virtual subsequent ladle opening signal
according to operating conditions of heterogeneous steels, for example, when the casting speed and the residual amount
of the molten steel are reduced and the casting speed and the residual-steel amount in the tundish are predetermined
values or less (S210). Thereafter, the weight of the tundish is measured in milliseconds (ms), e.g., 200 ms, from a time
when the virtual subsequent ladle opening signal is sent (S220). Subsequently, the weight of the tundish measured in
milliseconds (ms) is calculated as an average weight of the tundish in seconds (s), for example, at predetermined time
intervals of 1 second or 2 second (S230), and the calculated average weight of the tundish is analyzed in real time to
determine whether or not the weight of the tundish is continuously increased (S240). That is, if they are described by
equations, when "W,4" is a weight of the residual-steel amount in the tundish, "t" is a current time, and "t-A t" is an earlier
time, t-2*A tis determined as the time of opening the subsequent ladle when both of Wi4(t) - Wiy(t-A t) and Wiy(t) - Wiy(t-
2*A t) are greater than or equal to "0", and thus, a subsequent ladle opening signal is sent. A dimensionless relative
concentration of each of the surface and the center of the strand is calculated from t-2*At, and, for this purpose, the
residual-steel amount in the tundish and the casting speed are stored from t-4*At so as to enable the prediction of the
mixed portion in real time.

[0067] The first reference concentration and the second reference concentration, which are compared with the dimen-
sionless relative concentration of the center and the dimensionless relative concentration of the surface of the strand
for the prediction of the mixed portion of heterogeneous steels, are dimensionless concentration values. Hereinafter, a
method of calculating the first and second reference concentrations according to an exemplary embodiment will be
described with reference to FIG. 7.

[0068] Referringto FIG. 7, a method of setting the first reference concentration and the second reference concentration
for the prediction of the heterogeneous steel mixed portion of the strand according to an exemplary embodiment includes
the processes of: receiving concentration data of all components of each of the previous steel and the subsequent steel
(S310a and S310b), calculating a lower limit dimensionless concentration and an upper limitdimensionless concentration
of each component of the previous steel (S320a), calculating a lower limit dimensionless concentration and an upper
limit dimensionless concentration of each component of the subsequent steel (S320b), setting a lowermost limit dimen-
sionless concentration value among upper limit dimensionless concentration values of each component of the previous
steel as the first reference concentration (S330a), and setting an uppermost limit dimensionless concentration value
among lowerlimitdimensionless concentration values of each component of the subsequent steel as the second reference
concentration (S330b).

[0069] That is, the lower limit dimensionless concentration of each component of the previous steel is calculated by
Equation 1, and the upper limit dimensionless concentration of each component of the previous steel is calculated by
Equation 2. Also, the lower limit dimensionless concentration of each component of the subsequent steel is calculated
by Equation 3, and the upper limit dimensionless concentration of each component of the subsequent steel is calculated
by Equation 4.

[Equation 1]

Lower limit dimensionless concentration of previous steel =

lower limit concentration of previous steel design specifications — previous steel concentration

subsequent steel concentration — previous steel concentration

[Equation 2]

Upper limit dimensionless concentration of previous steel =

upper limit concentration of previous steel design speciflications — previous steel concentration

subsequent steel concentration — previous steel concentration
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[Equation 3]

Lower limit dimensionless concentration of subsequent steel =

lower limit concentration of subsequent steel design specifications — previous steel concentration

subsequent steel concentration — previous steel concentration

[Equation 4]

Upper limit dimensionless concentration of subsequent steel =

upper limit concentration of subsequent steel design specifications — previous steel concentration

subsequent steel concentration — previous steel concentration

[0070] InEquations 1to4,during the calculation of the dimensionless concentration for each component concentration,
in a case in which the lower limit dimensionless concentration of the previous steel is greater than the upper limit
dimensionless concentration of the previous steel, the lower limit dimensionless concentration value of the previous
steel is substituted with the upper limit dimensionless concentration value of the previous steel and the upper limit
dimensionless concentration value of the previous steel is substituted with the lower limit dimensionless concentration
value of the previous steel. Also, in a case in which the lower limit dimensionless concentration of the subsequent steel
is greater than the upper limit dimensionless concentration of the subsequent steel, the lower limit dimensionless con-
centration value of the subsequent steel is substituted with the upper limit dimensionless concentration value of the
subsequent steel and the upper limit dimensionless concentration value of the subsequent steel is substituted with the
lower limit dimensionless concentration value of the subsequent steel in the same manner. This is applied when the
component concentration of the previous steel is higher than the component concentration of the subsequent steel.
[0071] For example, in a case in which a carbon (C) concentration of the previous steel is 0.4 wt% (0.38 wt% to 0.42
wt%), and a C concentration of the subsequent steel is 0.2 wt% (0.18 wt% to 0.22 wt%), a C dimensionless concentration
of the previous steel becomes 0 (0.1 to -0.1) when dimensionless transformation is performed. That is, since the upper
limit dimensionless concentration of the previous steel becomes -0.1 and the lower limit dimensionless concentration of
the previous steel becomes 0.1, these values are substituted with each other.

[0072] In general, there is a design specification concentration for each component depending on the type of steel to
be manufactured. That is, conditions of the steel to be manufacture are satisfied only when the concentration of each
component is included in a design specification concentration range, and the design specification concentration range
includes lowermost and uppermost limit values for each component and a value between the lowermost and uppermost
limit values. Thus, in the continuous casting of heterogeneous steels, there is a design specification concentration range
for each component of the previous steel, and there is a design specification concentration range for each component
of the subsequent steel.

[0073] Also, the concentration of each component of the previous steel denotes a concentration of each component
of molten steel first cast in a current heterogeneous steel operation and is a concentration determined through a refining
process before the molten steel is supplied to the tundish, wherein it is a concentration value included in the design
specification concentration range of the previous steel. Similarly, the concentration of each component of the subsequent
steel denotes a concentration of each component of molten steel subsequently supplied and is also a concentration
determined through the refining process before the molten steel is supplied to the tundish, wherein it is a concentration
value included in the design specification concentration range of the subsequent steel.

[0074] In Equations 1 to 4, the lower limit and upper limit dimensionless concentrations of the previous steel and the
lower limit and upper limit dimensionless concentrations of the subsequent steel are calculated by using the design
specification lower limit concentration of the previous steel, the design specification upper limit concentration of the
previous steel, the design specification lower limit concentration of the subsequent steel, the design specification upper
limit concentration of the subsequent steel, the concentration of the previous steel, and the concentration of the subse-
quent steel as described above. The lowermost limit dimensionless concentration value among the upper limit dimen-
sionless concentration values of each component of the previous steel is set as the first reference concentration, and
the uppermost limit dimensionless concentration value among the lower limit dimensionless concentration values of
each component of the subsequent steel is set as the second reference concentration. Also, in a subsequent process,
the first reference concentration is a value compared with the dimensionless relative concentration of the center of the
strand calculated in real time, and the second reference concentration is a value compared with the dimensionless
relative concentration of the surface of the strand calculated in real time.
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[0075] FIG. 8is a graph illustrating the dimensionless concentration for each component of the previous steel and the
subsequent steel which is calculated by the method according to the exemplary embodiment. For example, C, manganese
(Mn), and Cr are included in each of the previous steel and the subsequent steel, and when lower limit dimensionless
concentrations and upper limit dimensionless concentrations of C, Mn, and Cr components are calculated by the above-
described Equations 1 to 4, the results are as illustrated in FIG. 8. Referring to FIG. 8, among the upper limit dimensionless
concentrations of C, Mn, and Cr, the upper limit dimensionless concentration of Cr is lower than the upper limit dimen-
sionless concentration of C or Mn. Thus, the upper limit dimensionless concentration of Cr is set as the first reference
concentration. Among the lower limit dimensionless concentrations of C, Mn, and Cr, the lower limit dimensionless
concentration of Cr is higher than the lower limit dimensionless concentration of C or Mn. Thus, the lower limit dimen-
sionless concentration of Cr is set as the second reference concentration. Therefore, according to the example of FIG.
8, the first reference concentration, as a lowermost limit value of the dimensionless concentration for the prediction of
the mixed portion, is 0.07, and the second reference concentration, as an uppermost limit value, is 0.95. In other words,
the dimensionless concentration of the mixed portion is in a range of 0.07 or more to 0.95 or less, and a region from a
point where the dimensionless relative concentration of the center of the strand calculated in real time is 0.07 to a point
where the dimensionless relative concentration of the surface is 0.95 is predicted as the mixed portion.

[0076] The reason for the comparison of the lowermost limit dimensionless concentration value among the uppermost
limit dimensionless concentration values of each component of the previous steel, which is set as the first reference
concentration, with the dimensionless relative concentration of the center calculated in real time and the comparison of
the uppermost limit dimensionless concentration value among the lowermost limit dimensionless concentration values
of each component of the subsequent steel, which is set as the second reference concentration, with the dimensionless
relative concentration of the surface calculated in real time is as follows.

[0077] During the continuous casting of heterogeneous steels, a concentration of one end of the mixed portion of the
strand solidified by mixing the previous steel and the subsequent steel satisfies the design specification concentration
of the previous steel, and the other end of the mixed portion satisfies the design specification concentration of the
subsequent steel. A region between the one end and the other end of the mixed portion is outside the design specification
concentration range of each of the previous steel and the subsequent steel.

[0078] Referring to FIG. 9, it may be understood that the concentration is changed along a vertical direction (cross-
section thickness direction) and a casting direction (longitudinal direction) of the slab. The dimensionless relative con-
centrations of positions in the vertical direction of the strand, i.e., the surface and the center, have a different trend
pattern. Specifically, mixing between the previous steel and the subsequent steel occurs in the surface of the strand
after the time of opening the subsequent ladle. However, with respect to the center, the mixing occurs in the strand
before the time of opening the subsequent ladle. The reason for this is that diffusion of the molten steel mixed and
remixed through the tundish and the mold to the center of an unsolidified molten steel layer in the strand occurs due to
a concentration gradient. That is, the mixing between the previous steel and the subsequent steel is started in the center
of the strand earlier than the surface of the strand.

[0079] Thus, in the present disclosure, when the dimensionless relative concentration of the center of the strand
obtained in real time reaches the lowermost limit dimensionless concentration value (i.e., thefirst reference concentration)
among the upper limit dimensionless concentration values of each component of the previous steel or is deviated from
the lowermost limit dimensionless concentration value (i.e., the first reference concentration), it is determined as a state
in which the mixing is started, and in this case, a position in the longitudinal direction of the strand is determined as a
first cut-off position. Also, when the dimensionless relative concentration of the surface of the strand calculated in real
time reaches the uppermost limit dimensionless concentration value (i.e., the second reference concentration) among
the lower limit dimensionless concentration values of each component of the subsequent steel or is deviated from the
uppermost limit dimensionless concentration value (i.e., the second reference concentration), it is determined as a state
in which the mixing is terminated, and in this case, a position of the strand is determined as a second cut-off position.
In other words, the position in the longitudinal direction of the strand, in which the dimensionless relative concentration
of the center is the lowermost limit dimensionless concentration among the upper limit dimensionless concentration
values of each component of the previous steel, is a starting position of the mixed portion, and the position in the
longitudinal direction of the strand, in which the dimensionless relative concentration of the surface is the uppermost
limit dimensionless concentration among the lower limit dimensionless concentration values of each component of the
subsequent steel, is an end position of the mixed portion. Thus, in the present disclosure, the lowermost limit dimen-
sionless concentration among the upper limit dimensionless concentration values of each component of the previous
steel is named as the first reference concentration and the first reference concentration is compared with the obtained
dimensionless relative concentration of the center. The uppermost limit dimensionless concentration among the lower
limit dimensionless concentration values of each component of the subsequent steel is named as the second reference
concentration, and the second reference concentration is compared with the obtained dimensionless relative concen-
tration of the surface to predict as the mixed portion in which heterogeneous steels are mixed. That is, the position in
the longitudinal direction of the strand, in which the dimensionless relative concentration of the center obtained in real
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time reaches the first reference concentration, is determined as the first cut-off position, and the position in the longitudinal
direction of the strand, in which the dimensionless relative concentration of the surface reaches the second reference
concentration, is determined as the second cut-off position to cut off the mixed portion.

[0080] Typically, in the prediction of the mixed portion, the mixed portion was predicted without separate consideration
of each cross-sectional position, i.e., surface and center, of the strand. That is, typically, a concentration of the strand
was obtained under the assumption that concentrations of the surface and the center are the same at one position in
the longitudinal direction of the strand. Accordingly, since accuracy of the position of the mixed portion or the prediction
of the mixed portion was low, occasions frequently occurred in which the mixed portion was mixed in the product and
delivered to client companies.

[0081] Thus, inthe presentdisclosure, itis recognized that the concentrations of the surface and the center are different
atone position in the longitudinal direction of the strand as described above, and the dimensionless relative concentrations
of each of the surface and the center of the strand are respectively obtained during the continuous casting of heteroge-
neous steels to predict the mixed portion.

[0082] In a typical continuous casting operation of heterogeneous steels, when the subsequent steel is supplied to a
tundish, the previous steel and the subsequent steel are mixed in the tundish, and, in this case, a portion of the mixed
steel is discharged during a process of mixing the previous steel and the subsequent steel and the remainder is contin-
uously remixed while being continuously recycled in the tundish. In addition, the molten steel mixed and remixed in the
tundish is discharged into a mold through a submerged entry nozzle, wherein the molten steel discharged through the
submerged entry nozzle has a turbulent flow. As a result, the mixed molten steel introduced into the mold from the
tundish produces a recirculation flow in an upper region due to the turbulent flow of the molten steel in the mold, and
accordingly, mixing and remixing phenomena repeatedly occur also in the mold and a concentration in the mold is
changed in real time (see FIG. 10). Referring to FIG. 11, a mixed portion, in which the previous steel and the subsequent
steel are mixed, is present in the strand which is solidified and drawn from the mold, and in a case in which a thickness
of the slab is 0.4 m when considering only the mold mixing without consideration of the mixing in the tundish, a length
of the mixed portion is approximately 4 m.

[0083] From the above descriptions of FIGS. 10 and 11, it may be understood that the mixing of the heterogeneous
steels is performed in the mold as well as the tundish, and the mixed portion, in which the previous steel and the
subsequent steel are mixed, is obtained in the strand by the mixing in the mold.

[0084] Typically, since the mixed portion was predicted by only considering the mixing in the tundish without consid-
eration of the mixing in the mold, the accuracy of the position of the mixed portion or the prediction of the mixed portion
was low, and thus, occasions frequently occurred in which at least a portion of the mixed portion was mixed in the product
and delivered to client companies.

[0085] Thus, in the present disclosure, since the mixed portion is predicted and cut off by considering the mixing of
the heterogeneous steels in the mold as well as the tundish, the accuracy of the cut-off of the mixed portion may be
improved.

[0086] During the continuous casting of the heterogeneous steels, the calculating of the dimensionless relative con-
centrations of each of the surface and center in the strand and calculating the positions in the longitudinal direction of
the strand having the corresponding dimensionless relative concentrations (S400) includes the processes of: obtaining
the dimensionless relative concentrations of each of the surface and center of the strand in real time from a time of
detecting the subsequent ladle opening signal (S410) and calculating the positions of the strand having the calculated
concentrations of the surface and the center (S420).

[0087] For the calculating of the concentrations of the surface and center of the strand in real time from the time of
detecting the subsequent ladle opening signal (S410), the calculation is performed in consideration of the mixing in the
mold as described in the present disclosure, and thus, an equation (hereinafter, referring to "Equation 9") for calculating
the concentrations of the surface and the center of the strand includes a concentration of the steel discharged from the
mold. In the following equation, "t+A t" denotes a current time and "t" denotes an earlier time.

[0088] Hereinafter, a process of obtaining the concentrations of the surface and the center of the strand in real time
from the time of detecting the subsequent ladle opening signal will be described. In an exemplary embodiment, the
obtaining of the concentrations of the surface and the center of the strand is performed by calculating the concentrations
according to the following equations. Thus, "the obtaining of the concentrations of the surface and the center of the
strand" may be expressed, in other words, by "the calculating of the concentrations of the surface and the center of the
strand".

[0089] Inthe physical aspect, a change in the amount of the molten steel introduced into the tundish may be expressed
by a value in which a change in the weight of the tundish is divided by a change in time (At) and liquid density of the
molten steel. In an exemplary embodiment, an inlet volumetric flow (Quq.i,) of the subsequent steel in the tundish is first
calculated by using the above-described physical concept of the change in the amount of the molten steel introduced
into the tundish (S411).

[0090] Inthis case, the inlet volumetric flow (Q;q.i,) Of the subsequent steel in the tundish may be calculated by Equation
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5 described below.

[Equation 5]
Wt 00T (1)
Qtd-z'n: A X ), T Qrd-out

where W4(t) is a total weight of the molten steel in the tundish at an earlier time, W4(t+At) is a total weight of the molten
steel in the tundish at a current time, Q4. is @ volumetric flow of the molten steel discharged from the tundish, and p;
is liquid density of the molten steel.

[0091] The total weight (W,4(t)) of the molten steel in the tundish at an earlier time and the total weight (W4(t+A t)) of
the molten steel in the tundish at a current time are measured in real time from a sensor disposed on an outer bottom
of the tundish, and the volumetric flow (Q¢q.,,t) Of the molten steel discharged from the tundish is calculated as a sum
of a product of a cross-sectional size of the mold and casting speed measured from a sensor disposed on one side of
the strand. Also, since the molten steel is a liquid, a liquid density of the molten steel of 7,000 kg/m3 to 7,400 kg/m3 is
used instead of a solid density of the molten steel of 7,600 kg/m3 to 8,000 kg/m3. Specifically, for example, a liquid
density of the molten steel of approximately 7,200 kg/m3 is used instead of a solid density of the molten steel of approx-
imately 7,800 kg/m3.

[0092] Thereafter, an average dimensionless relative concentration (Ciy_5,c(t+A t)) of the molten steel in the tundish
is calculated using the calculated inlet volumetric flow (Q;q_;,) of the subsequent steel in the tundish (S412). A flow of
the molten steel generated in the tundish may be classified into a primary flow and a secondary flow including a dead
zone, and accordingly, the concentration of the molten steel may be locally different depending on the position of the
molten steel in the tundish. However, in the present disclosure, for the purpose of the prediction of the concentration
generated according to upper, lower, right, and left positions of the strand, it is assumed that the average dimensionless
relative concentration of the molten steel in the tundish is represented by a specific value without consideration of the
local flow, and the specific value is defined as the average dimensionless relative concentration of the molten steel in
the tundish. In this case, the average dimensionless relative concentration (C.y_,,6(t+A t)) of the molten steel in the
tundish may be calculated by Equation 6 below.

[Equation 6]

“

W 1+81) Wt 21)

;'th({) X C!d-ave(t)+ Q!d—in(t) X A[X P X C!d-in(l) Qld-out(!) X AIX Pr A C!d—oxxf(f)
C!cf—m’e({+£\‘t)" -

where Cyy_,e(t+A t) is an average dimensionless relative concentration of the molten steel in the tundish at a current
time, Wi4(t) is a total weight of the molten steel in the tundish at an earlier time, Cy_,,(1) is an average dimensionless
relative concentration of the molten steel in the tundish at an earlier time, Q;y_,(t) is an inlet volumetric flow of the molten
steel introduced into the tundish at an earlier time, C,y.,(t) is an inlet concentration (dimensionless relative concentration)
of the subsequent steel in the tundish at an earlier time, Qy_,(t) is a volumetric flow of the molten steel discharged from
the tundish at an earlier time, Cyy_,+(t) is a concentration (dimensionless relative concentration) of the molten steel
discharged from the tundish at an earlier time, and p|_is liquid density of the molten steel.

[0093] Herein, a value calculated by Equation 5 as described above is used as the inlet volumetric flow (Quq.i,) of the
subsequent steel in the tundish, the total weight (W4(t)) of the molten steel in the tundish at an earlier time and the total
weight (W4(t+A t)) of the molten steel in the tundish at a current time are respectively values measured in real time, i.e.,
at a predetermined time interval, from the sensor disposed in the tundish, the volumetric flow (Qiy_,t) of the molten steel
discharged from the tundish at a current time may be calculated as a sum of a product of the cross-sectional size of the
mold and the casting speed measured from the sensor disposed on one side of the strand, and p is the liquid density
of the molten steel, wherein a value of 7,000 kg/m3 to 7,400 kg/m3, for example, approximately 7,200 kg/m3, is used.
[0094] In the supplying of the subsequent steel contained in the ladle to the tundish, since it is before the subsequent
steel is supplied to the tundish and mixed, the concentration (C;4,(t)) of the subsequent steel introduced into the tundish
at an earlier time is always "1". Also, an initial value of the average dimensionless relative concentration (Ciy_5,(t)) of
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the molten steel in the tundish at an earlier time and an initial value of the dimensionless relative concentration (Cyy_, (1))
of the molten steel discharged from the tundish are set as 0.

[0095] The average dimensionless relative concentration (Cyy_,(t+A t)) of the molten steel in the tundish at a current
time is calculated by using the initial values set as described above.

[0096] Next, a value calculated by Equation 6 is used as the average dimensionless relative concentration (Cyy_5,6(t+A
t)) of the molten steel in the tundish at a current time, and a value, which is calculated at a current time by Equation 7
to be described later, is used as a dimensionless relative concentration (Cyy_,,:(t+At)) of the molten steel discharged
from the tundish at a current time.

[0097] When the average dimensionless relative concentration (Ciy_a,e(t*+A t)) of the molten steel in the tundish at a
current time is calculated, the dimensionless relative concentration (Ciq_ot(t+At)) of the molten steel discharged from
the tundish at a current time is calculated using the average dimensionless relative concentration (Cyy_5,c(t+A 1)) (S413).
In this case, in the present disclosure, the dimensionless relative concentration ((C;y_o,1(t+At)) of the molten steel dis-
charged from the tundish is calculated by the following Equation 7.

[Equation 7]

Craou(tTAD=fu X Clame (T ADT(1- ) X C gy (1 40)

where C,y_,,1(t+At) is a dimensionless relative concentration of the molten steel discharged from the tundish at a current
time, C;4.ave(t+A t) is an average dimensionless relative concentration of the molten steel in the tundish at a current time,
and C,y,(t+At) is a dimensionless relative concentration of the molten steel introduced into the tundish at a current time.
The average dimensionless relative concentration (C,y_,.(t+A t)) of the molten steel in the tundish at a current time is
calculated by Equation 6 and used as described above, and the dimensionless relative concentration (C,y,,) of the
subsequent steel introduced into the tundish at a current time is 1. 4 is an interpolation and extrapolation factor, wherein
different interpolation and extrapolation factors are respectively used for the calculation of the dimensionless relative
concentration of the center of the strand and the dimensionless relative concentration of the surface of the strand. That
is, an interpolation and extrapolation factor (fiy center) Used for the calculation of the concentration of the center of the
strand is 4+2, and an interpolation and extrapolation factor (fy syrface) US€d for the calculation of the concentration of
the surface of the strand is 2.2+0.6. -

[0098] Subsequently, an average dimensionless relative concentration (C,,4_aver(t+At)) of the molten steel in the mold
atacurrenttime is calculated using the dimensionless relative concentration ((Ciy_q,t(t+At)) of the molten steel discharged
from the tundish at a current time (S414), and is calculated by Equation 8 in the present disclosure.

[Equation 8]

W?md(r) X Cmd-ave(i)w}fw de-x’lt(t) XA P A Cmdm(t) dewutu-) KL Py X Cmdwal(ﬁ

+A )=
Cmd~ave (t+A0) Wmd(ﬁm AL H;md( A

where W, ,4(t) is a total weight of the molten steel in the mold at an earlier time, C,,,4.aver(t) is @an average dimensionless
relative concentration of the molten steel in the mold at an earlier time, Q,4.in(t) is an inlet volumetric flow of the molten
steel in the mold at an earlier time, C,,,4.i,(t) is an inlet concentration (dimensionless relative concentration) of the molten
steel in the mold at an earlier time, W,,,4(t+A t) is a total weight of the molten steel in the mold at a current time, Q,4.out(t)
is a volumetric flow of the molten steel discharged from the mold, C,4_.i() is a dimensionless relative concentration of
the steel (i.e., strand) discharged from the mold at an earlier time, and p| is liquid density of the molten steel, wherein
the density is 7,000 kg/m3 to 7,400 kg/m3, for example, approximately 7,200 kg/m3.

[0099] Herein, the total weight (W ,4(t+A t)) of the molten steel in the mold at a current time and the total weight (W ,4(t))
of the molten steel in the mold at an earlier time may be calculated using length and cross-sectional area of the mold
and the density of the molten metal. That is, the total weight may be calculated by an equation of "total weight (W,4) of
the molten steel in the mold = (total length of the mold - length from the top of the mold to meniscus) X internal cross-
sectional area of the mold X liquid density of the molten steel". Herein, the internal cross-sectional area of the mold is
the same as the cross-sectional area of the strand. Also, a flow of the strand (or steel) discharged from the mold may
be calculated as a total sum of a product of the internal cross-sectional area of the mold and the casting speed measured
from the sensor disposed on one side of the strand. The dimensionless relative concentration (C,,,4.in(t)) of the subsequent
steelintroduced into the mold at an earlier time is always the same as the dimensionless relative concentration (Cyy_,+(1))
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of the subsequent steel discharged from the tundish at an earlier time. Also, an initial value of the average dimensionless
relative concentration (C 4.aver(t)) Of the molten steel in the mold at an earlier time and an initial value of the dimensionless
relative concentration (C,,4.out(t)) of the molten steel discharged from the mold are set as 0.

[0100] The average dimensionless relative concentration (C,,,4.aver(t)) Of the molten steel in the mold at a current time
is calculated using the set initial values.

[0101] Next, a value calculated by Equation 8 is used as the average dimensionless relative concentration
(Crng-aver(t+At)) of the molten steel in the mold at a current time, and a value, which is calculated at a current time by
Equation 9 to be described later, is used as a dimensionless relative concentration (C,4_out(t+At)) of the molten steel
discharged from the mold at a current time.

[0102] Thereafter, a dimensionless relative concentration (C,4.o,t(t+At)) of the steel (i.e., strand) discharged from the
mold at a current time is calculated (S415). In the present disclosure, the dimensionless relative concentration
(Crng-out(t+At)) of the steel (i.e., strand) discharged from the mold at a current time is calculated by the following Equation 9.

[Equation 9]

Cmd-om(ﬁAt):fmd X Cma’-ave(ﬁAt)*( l 'fma') X Cmd-in(ﬁﬁ’t)

where C,4.oui(t+At) is a dimensionless relative concentration of the steel (i.e., strand) discharged from the mold at a
currenttime, C,4_aver(t+At) is an average dimensionless relative concentration of the molten steel in the mold at a current
time, and C,4.i,(t+At) is a dimensionless relative concentration of the molten steel introduced into the mold at a current
time. Herein, the dimensionless relative concentration (C,,4.,t(t+At)) of the steel discharged from the mold at a current
time is a dimensionless relative concentration of the strand solidified and discharged or drawn from the mold at a current
time and is a value to be calculated by Equation 9. Also, a value calculated by the above-described Equation 8 is used
as the average dimensionless relative concentration (C,,4.aver(t+At)) of the molten steel in the mold at a current time,
and f,4 is an interpolation and extrapolation factor, wherein different interpolation and extrapolation factors are respec-
tively used for the calculation of the dimensionless relative concentration of the center of the strand and the dimensionless
relative concentration of the surface of the strand. That is, an interpolation and extrapolation factor (f,,4 center) Used for
the calculation of the dimensionless relative concentration of the center is 0.7 +0.4, and an interpolation and extrapolation
factor (fg surface) US€d for the calculation of the dimensionless relative concentration of the surface of the strand is
0.5+0.2. Furthermore, the dimensionless relative concentration (C,,4.in(t+At)) of the molten steel introduced into the
mold at a current time is the dimensionless relative concentration (C,y_,«(t+At)) of the steel discharged from the tundish
ata currenttime, wherein a value calculated by the above-described Equation 7 is used. Since the molten steel discharged
from the mold is mainly composed of liquid molten steel, a liquid density value of the molten steel of 7,000 kg/m3 to
7,400 kg/m3, for example, approximately 7,200 kg/m3 is used.

[0103] The dimensionless relative concentrations of each of the surface and the center of the strand are obtained in
real time during the heterogeneous steel operation by the above-described method, and the positions in the longitudinal
direction (or casting direction) of the strand having the dimensionless relative concentrations of each of the surface and
the center obtained in real time are then calculated (S420).

[0104] For this purpose, in the longitudinal direction (or casting direction) of the strand, a process of setting a position
in which the dimensionless relative concentration of the surface of the strand begins to be obtained and a position in
which the dimensionless relative concentration of the center of the strand begins to be obtained is first performed. As
described above, the reason for this is that, during the continuous casting of heterogeneous steels, the mixed portion
between the previous steel and the subsequent steel is present on the surface of the strand after the time of opening
the subsequent ladle, but mixing occurs in the center of the strand before the time of opening the subsequent ladle. That
is, the reason is that the diffusion of the molten steel mixed and remixed through the tundish and the mold to the center
of the unsolidified molten steel layer in the strand occurs due to the concentration gradient. Accordingly, the mixing
between the previous steel and the subsequent steel occurs in the center of the strand earlier than the surface of the
strand, and, in general, the mixing in the center generally occurs at a position of -4=4 m from a position of the strand
at the time of detecting the subsequent ladle opening signal.

[0105] Thus, there is a need to set the position in which the concentration begins to be obtained, particularly, the
position in which the concentration of the center begins to be obtained.

[0106] Accordingly, in the present disclosure, the position of the strand at the time of detecting the subsequent ladle
opening signal is set as the position in which the dimensionless relative concentration of the surface of the strand begins
to be measured. In addition, the position of -4 =4 m from the position of the strand at the time of detecting the subsequent
ladle opening signal is set as the position in which the dimensionless relative concentration of the center of the strand
begins to be obtained.
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[0107] When the positions in which the dimensionless relative concentrations of each of the surface and the center
of the strand begins to be obtained are set, the position of the strand having the calculated dimensionless relative
concentration of the center of the strand at a current time and the position of the strand having the calculated dimensionless
relative concentration of the surface of the strand at a current time are calculated (S420).

[0108] First, the position of the strand having the calculated dimensionless relative concentration of the surface may
be obtained from a length value which is calculated by dividing a product of a mold discharge volumetric flow (Q,4.out)
in the strand and liquid density of the molten steel by a product of a cross-sectional area (A,4) of the strand and solid
density (pg) of the molten steel. When this is expressed by an equation (hereinafter, referred to as "Equation 10"), the
equation is as follows.

[Equation 10]

Qm OZZX
LML ——— ' —— K4y
Aui by

[0109] Herein, the reason for using the solid density (7,600 kg/m3 to 8,000 kg/m?3) of the molten steel as a density
value is that a shrinkage in the longitudinal direction due to the solidification of the liquid molten steel is considered.
[0110] The value calculated by Equation 10 is a length value, and a position of a point, which moves as much as the
calculated length value based on a position of the meniscus of the strand, is the position of the strand having the
corresponding concentration of the surface. In addition, the position of the strand having the calculated concentration
of the center is a position of -4+4 m from the position of the strand having the concentration of the surface obtained at
the same time.

[0111] Thus, in the present disclosure, the dimensionless relative concentration of the surface and the dimensionless
relative concentration of the center of the strand are obtained by the above-described method, and the positions in the
longitudinal direction of the strand having the obtained dimensionless relative concentrations of each of the surface and
the center are calculated. In addition, calculation time is counted from a time of calculating the dimensionless relative
concentration of each of the surface and the center of the strand, and the calculation time is compared with the reference
time in real time (S500).

[0112] In the continuous casting operation, the strand drawn from the mold is transferred in the casting direction, i.e.,
a direction in which the cutter is disposed, as the casting time has elapsed. Accordingly, the mixed portion generated
in the strand is gradually close to the cutter as the operation time has elapsed, and the prediction of the mixed portion
must be ended before the mixed portion is disposed under the cutter. In other words, before the actual mixed portion is
disposed under the cutter, the calculated dimensionless relative concentration of the center must reach the first reference
concentration and the calculated dimensionless relative concentration of the surface must reach the second reference
concentration. Thus, in an exemplary embodiment, a reference drawn time is set in consideration of the casting speed
of heterogeneous steels, wherein the reference time is counted from the beginning of the calculation of the dimensionless
relative concentration of each of the surface and the center, and is a time in which the mixed portion does not pass the
cutter and reaches a predetermined position in front of the cutter. In this case, the predetermined position may be
changed according to a position of the cutter and operating equipment or operating conditions, and the time required to
reach the above-described predetermined position at a casting speed during a typical heterogeneous steel operation
may be estimated. The reference time may be obtained by using the casting speed and is changed according to the
operating equipment or operating conditions as described above.

[0113] An acquisition time is counted in real time while obtaining the dimensionless relative concentration of each of
the surface and the center of the strand, and is compared with the reference time in real time (S500), wherein, if the
acquisition time is within the reference time (YES), the obtained dimensionless relative concentration of the center is
compared with the first reference concentration and the obtained dimensionless relative concentration of the surface is
compared with the second reference concentration (S600).

[0114] In this case, the position in the longitudinal direction of the strand, in which the dimensionless relative concen-
tration of the center reaches the first reference concentration, is set as a starting point, and the position in the longitudinal
direction of the strand, in which the dimensionless relative concentration of the surface reaches the second reference
concentration, is set as an end point so that a position from the starting point to the end point of the mixed portion is
predicted as a position of the mixed portion (S700). That is, when the dimensionless relative concentration of the center

18



10

15

20

25

30

35

40

45

50

55

EP 3 088 102 B2

reaches the first reference concentration, the acquisition of the dimensionless relative concentration of the center is
repeated or terminated, and the position of the strand, in which the dimensionless relative concentration of the center
reaches the first reference concentration, is set as a starting position, i.e., the first cut-off position, of the mixed portion.
Also, when the dimensionless relative concentration of the surface reaches the second reference concentration, the
acquisition of the dimensionless relative concentration of the surface is repeated or terminated, and the position of the
strand, in which the dimensionless relative concentration of the surface reaches the second reference concentration, is
set as an end position, i.e., the second cut-off position, of the mixed portion. Thereafter, the cutter cuts off the predicted
mixed portion from the strand by cutting the strand at the first cut-off position and the second cut-off position (S1100).

[0115] In contrast, when the dimensionless relative concentration of the center does not reach the first reference
concentration or the dimensionless relative concentration of the surface does not reach the second reference concen-
tration, the obtaining of the dimensionless relative concentrations of each of the surface and the center of the strand
(S410) and the calculating of the positions of the corresponding dimensionless relative concentrations (S420) are re-
peated. Also, for example, in a case in which the dimensionless relative concentration of the center reaches the first
reference concentration, but the dimensionless relative concentration of the surface does not reach the second reference
concentration, the acquisition of the dimensionless relative concentration of the center is repeated or terminated and
the process of the obtaining of the dimensionless relative concentration of the surface and the calculation of the position
is again performed. In contrast, in a case in which the dimensionless relative concentration of the surface reaches the
second reference concentration, but the dimensionless relative concentration of the center does not reach the first
reference concentration, the acquisition of the dimensionless relative concentration of the surface is repeated or termi-
nated and the process of the obtaining of the dimensionless relative concentration of the center and the calculation of
the position is again performed.

[0116] As another case example, an acquisition time is counted in real time while obtaining the dimensionless relative
concentration of each of the surface and the center of the strand, and is compared with the reference time in real time
(S500), wherein, if the acquisition time exceeds the reference time (NO), the acquisition of the dimensionless relative
concentration of each of the surface and the center of the strand is terminated (S800). In addition, it is determined
whether or not a combination of the previous steel and the subsequent steel subjected to a current operation is a type
that is included in the preset mixed portion cut-off length table (S900).

[0117] Forexample, in a case in which the combination of the heterogeneous steels subjected to the current operation
is a type that is included in the preset mixed portion cut-off length table, the strand is cut to the cut-off length listed in
the mixed portion cut-off length table (S1200). In this case, the strand may be cut to a corresponding cut-off length based
on the position of the meniscus of the strand. However, in a case in which the combination of the heterogeneous steels
subjected to the current operation is a type that is not included in the preset mixed portion cut-off length table, the strand
is cut to a maximum cut-off length based on the position of the meniscus of the strand (S1300).

[0118] Referring to FIGS. 13 and 14, it may be understood that the position or the cut-off position of the mixed portion
calculated by the method of the exemplary embodiment and the position or the cut-off position of the mixed portion
detected by direct measurement of the components of the strand coincide with each other. Also, as illustrated in FIG.
14, when the dimensionless relative concentration of the center reaches the first reference concentration and the di-
mensionless relative concentration of the surface reaches the second reference concentration, the acquisition of the
dimensionless relative concentrations of the surface and the calculation of the position is automatically terminated. In
the above description, the method of predicting the mixed portion by obtaining the dimensionless concentrations of the
surface and the center in the height direction of the strand has been described. However, the positions of the acquisition
of the dimensionless concentrations are not limited to the center and the surface, and the mixed portion may be predicted
by obtaining dimensionless concentrations at a plurality of positions in the height direction of the strand or positions
having different heights of the strand.

[0119] Hereinafter, the method of continuous casting heterogeneous steels according to the exemplary embodiment
will be sequentially described with reference to FIGS. 1 to 7 and 12. In this case, steel being first subjected to a casting
operation is named as previous steel and steel, in which a casting operation is subsequently started, is named as
subsequent steel. Descriptions overlapping with the above-described descriptions will be omitted or will be briefly de-
scribed.

[0120] First, the casting speed is decreased at an end of operation of the previous steel, and when the residual amount
of the previous steel in the tundish is a predetermined amount or less, the programmable logic system (PLC) sends a
virtual subsequentladle opening signal (S200). Thereafter, a weight of the tundish is measured inreal time, in milliseconds
(ms), for example, 200 ms, from a time when the virtual subsequent ladle opening signal is sent (S220). Subsequently,
the weight of the tundish detected in milliseconds (ms) is calculated as an average weight of the tundish in seconds (s),
for example, at predetermined time intervals of 1 second or 2 second (S230), and the calculated average weight of the
tundish is analyzed in real time to determine whether the average weight of the tundish is continuously increased or not
(S240). That is, t-2*At is determined as a time of opening the subsequent ladle when both of W4(t) - Wi4(t-A t) and Wi4(t)
- Wi4(t-2*A t) are greater than or equal to "0", and thus, a subsequent ladle opening signal is detected (S200).
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[0121] Atfterthe sending of the virtual subsequent ladle opening signal (S210), data for the prediction of a mixed portion
of the strand are stored in a controller of the continuous casting equipment (S100). That is, a residual amount of the
molten steel in the tundish, casting speed, concentrations of components of the molten steel subjected to the current
operation (hereinafter, referred to as "previous steel"), and concentrations of components of the molten steel subsequently
supplied to the tundish (hereinafter, referred to as "subsequent steel") are received and stored. In this case, the residual-
steel amount in the tundish and the casting speed are stored from t-4*At so as to enable the prediction of the mixed
portion in real time. Also, with respect to continuous casting equipment in which several strands are generated, it is
determined whether or not the equipment is operated for each strand, and casting speed of each strand is stored.
[0122] Next, a first reference concentration and a second reference concentration for predicting the heterogeneous
steel mixed portion of the strand solidified and drawn from a mold are set by using the stored concentration data of each
component of the previous steel and each component of the subsequent steel (S300). Specifically, a lowermost limit
dimensionless concentration value among upper limit dimensionless concentration values of each component of the
previous steel is set as the first reference concentration. Also, an uppermost limit dimensionless concentration value
among lower limit dimensionless concentration values of each component of the subsequent steel is set as the second
reference concentration. During the calculation of the dimensionless concentrations for each component concentration,
in a case in which the lower limit dimensionless concentration of the previous steel is greater than the upper limit
dimensionless concentration of the previous steel, the lower limit dimensionless concentration value of the previous
steel is substituted with the upper limit dimensionless concentration value of the previous steel and the upper limit
dimensionless concentration value of the previous steel is substituted with the lower limit dimensionless concentration
value of the previous steel. Furthermore, in a case in which the lower limit dimensionless concentration of the subsequent
steel is greater than the upper limit dimensionless concentration of the subsequent steel, the lower limit dimensionless
concentration value of the subsequent steel is substituted with the upper limit dimensionless concentration value of the
subsequent steel and the upper limit dimensionless concentration value of the subsequent steel is substituted with the
lower limit dimensionless concentration value of the subsequent steel in the same manner. This is applied when the
component concentration of the previous steel is higher than the component concentration of the subsequent steel.
[0123] Thefirstreference concentration and the second reference concentration are reference values for the prediction
of the mixed portion, wherein the first reference concentration and the second reference concentration are changed
according to the type and combination of the previous steel and the subsequent steel.

[0124] When the first reference concentration and the second reference concentration for the prediction of the mixed
portion are set, the dimensionless relative concentration of each of the surface and center of the strand is calculated in
real time from the time of detecting the subsequent ladle opening signal, i.e., t-2*At, and a time for the calculation of the
dimensionless relative concentration is counted from the time of detecting the subsequent ladle opening signal (t-2*At)
(S410). Also, a position of the strand at a time of sending the subsequent ladle opening signal is set as a position in
which the dimensionless relative concentration of the surface of the strand begins to be measured. In addition, a position
of -4x4 m from the position of the strand at the time of opening the subsequent ladle is set as a position in which the
dimensionless relative concentration of the center of the strand begins to be obtained.

[0125] As described above, the method of obtaining the dimensionless relative concentrations of the surface and the
center includes the processes of: first calculating an inlet volumetric flow (Qq_;,) of the subsequent steel in the tundish
using Equation 5 (S411), calculating an average dimensionless relative concentration (Ciy_5,c(t+A t)) of the molten steel
in the tundish at a current time by applying the calculated inlet volumetric flow (Q;q.,) of the subsequent steel in the
tundish to Equation 6 (§412), calculating a dimensionless relative concentration (Cyy_,+(t+At)) of the molten steel dis-
charged from the tundish at a current time by applying the calculated average dimensionless relative concentration
(Cig-ave(t+A t)) at a current time to Equation 7 (S413), calculating an average dimensionless relative concentration
(Cing-aver(t+At)) of the molten steel in the mold at a current time by applying the calculated dimensionless relative con-
centration (Cyy_ot(t+At)) of the molten steel discharged from the tundish at a current time to Equation 8 (S414), and
calculating a dimensionless relative concentration (C,q.o.t(t+At)) of the strand discharged from the mold at a current
time by applying the calculated dimensionless relative concentration ((Cy_o1(t+At)) of the molten steel discharged from
the tundish at a current time and the calculated average dimensionless relative concentration (C4_aver(t+At)) of the
molten steel in the mold at a current time to Equation 9 (S415). In this case, since a dimensionless relative concentration
(Cina-in(t+At)) of the molten steel introduced into the mold at a current time in Equation 9 is the dimensionless relative
concentration ((Ciy_qut(t+At)) of the molten steel discharged from the tundish at a current time, the dimensionless relative
concentration ((Ciy.out(t+At)) of the molten steel discharged from the tundish at a current time calculated by Equation 7
is applied to the dimensionless relative concentration (C,,4.i,(t+At)) of the molten steel introduced into the mold in Equation
9.

[0126] In the above-described method of calculating the concentration, the dimensionless relative concentration of
the surface of the strand may be calculated by applying a value of interpolation and extrapolation factor for the calculation
of the surface to an interpolation and extrapolation factor (f) of each of Equation 7 for calculating the dimensionless
relative concentration ((Ciy_qut(t+At)) of the molten steel discharged from the tundish at a current time and Equation 9
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for calculating the dimensionless relative concentration (C,,,4.o.t(t+At)) of the steel discharged from the mold at a current
time. That is, the dimensionless relative concentration of the surface of the strand may be obtained when 2.2+0.6 is
applied to the interpolation and extrapolation factor (f) of Equation 7 for calculating the dimensionless relative concen-
tration ((Cig_out(t+At)) of the molten steel discharged from the tundish and 0.5=0.2 is applied to the interpolation and
extrapolation factor (f) of Equation 9 for calculating the dimensionless relative concentration (C,,,4.o,t(t+At)) of the steel
discharged from the mold. Similarly, the dimensionless relative concentration of the center of the strand may be obtained
when 4+2 is applied to the interpolation and extrapolation factor (f) of Equation 7 for calculating the dimensionless
relative concentration ((Ciy.out(t+At)) of the molten steel discharged from the tundish at a current time and 0.7+0.4 is
applied to the interpolation and extrapolation factor (f) of Equation 9 for calculating the dimensionless relative concen-
tration (C,,4-out(t+At)) of the steel discharged from the mold at a current time.

[0127] When the dimensionless relative concentrations of each of the surface and the center of the strand are obtained
in real time, positions in the longitudinal direction of the strand having the calculated dimensionless relative concentration
of the center and the calculated dimensionless relative concentration of the surface are calculated (S420). The position
of the strand having the calculated dimensionless relative concentration of the surface may be calculated by dividing a
product of a mold discharge volumetric flow (Q4.out) in the strand and liquid density of the molten metal by a product
of a cross-sectional area (A,,4) of the strand and solid density (pg) of the molten steel as illustrated in Equation 10.
Herein, a solid density of the molten steel of 7,600 kg/m3 to 8,000 kg/m3, for example, approximately 7,800 kg/m3 is
used as a density value. In addition, the position of the strand having the obtained dimensionless relative concentration
of the center is a position of -4+4 m from the position of the strand having the dimensionless relative concentration of
the surface calculated at the same time.

[0128] The dimensionless relative concentrations of each of the surface and the center of the strand are obtained by
the above-described method, and a time of calculating the concentration is compared with the reference time in real
time while the positions in the longitudinal direction of the strand having the obtained dimensionless relative concentrations
of each of the surface and the center are calculated (S500). If the calculation time is within the reference time (YES),
the calculated dimensionless relative concentrations of each of the center and the surface of the strand are respectively
compared with the first reference concentration and the second reference concentration (S600).

[0129] When the dimensionless relative concentration of the center obtained in real time reaches the first reference
concentration and the dimensionless relative concentration of the surface reaches the second reference concentration,
the calculation of the concentration is terminated and the mixed portion is predicted and set (S700). That is, when the
dimensionless relative concentration of the center obtained in real time reaches the first reference concentration, the
calculation of the position in the longitudinal direction of the strand having the dimensionless relative concentration of
the center is terminated, and the position of the strand, in which the dimensionless relative concentration of the center
reaches the first reference concentration, is set as a starting position. Also, when the dimensionless relative concentration
of the surface obtained in real time reaches the second reference concentration, the calculation of the position in the
longitudinal direction of the strand having the dimensionless relative concentration of the surface is terminated, and the
position of the strand, in which the dimensionless relative concentration of the surface reaches the second reference
concentration, is setas an end position. Herein, a region from the position of the strand in which the obtained dimensionless
relative concentration of the center has a first reference concentration value to the position of the strand in which the
obtained dimensionless relative concentration of the surface has a second reference concentration value is predicted
as the mixed portion. Thereafter, since the cutter automatically cuts the strand at the starting position and the end
position, the heterogeneous steel mixed portion is cut off from the strand (S1100).

[0130] When the dimensionless relative concentration of the center does not reach the first reference concentration
or the dimensionless relative concentration of the surface does not reach the second reference concentration, the
obtaining of the dimensionless relative concentrations of the surface and the center of the strand (S410) and the calculating
of the positions of the corresponding dimensionless relative concentrations (S420) are repeated.

[0131] If a time for obtaining the concentration and calculating the position exceeds the reference time (NO), the
acquisition of the concentrations of the surface and the center of the strand and the calculation of the positions are
terminated (S800). In addition, it is determined whether or not a combination of the previous steel and the subsequent
steel subjected to a current operation is a type that is included in a preset mixed portion cut-off length table (S900). For
example, in a case in which the combination of the heterogeneous steels subjected to the current operation is a com-
bination that is included in the preset mixed portion cut-off length table, the strand is cut to the cut-off length listed in the
mixed portion cut-off length table (S1200). In this case, the strand may be cut to a corresponding cut-off length based
on a position of the meniscus of the strand. However, in a case in which the combination of the heterogeneous steels
subjected to the current operation is a type that is not included in the preset mixed portion cut-off length table, the strand
is cut to a predetermined cut-off length, e.g., a maximum length, based on the position of the meniscus (S1300). After
the strand is cut to a predetermined length, the slab before the mixed portion and the slab after the mixed portion are
set as abnormal materials and components are verified with a component analyzer.

[0132] FIG. 15is a graph in which lengths of mixed portions are analyzed by the method of predicting a mixed portion
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according to the exemplary embodiment for 1 year.

[0133] Referring to FIG. 15, it may be understood that the length of the mixed portion was varied from 0 m to 23 m
according to a real-time operation method and a concentration of the steel. That is, in the present disclosure, since the
length and the position of the mixed portion were calculated for each operation of heterogeneous steels without cutting
the strand to a predetermined length regardless of operating conditions for each operation of heterogeneous steels as
in the related art, the mixed portion was predicted and then cut, and thus, its accuracy was improved. Specifically, the
dimensionless relative concentrations of each of the surface and the center of the strand are obtained in real time, and
the length and the position of the mixed portion were deduced by using the dimensionless relative concentrations. Thus,
in the present disclosure, a decrease in profitability due to excessive cut-off of the mixed portion may be prevented, and
the shipment of defect products due to less cut-off of the mixed portion to client companies may be prevented.

INDUSTRIAL APPLICABILITY

[0134] A method of continuous casting heterogeneous steels according to the present disclosure may predict a mixed
portion of a strand, which is manufactured by mixing previous steel and subsequent steel, and may automatically cut
the mixed portion. Thus, since the accuracy of the prediction of the position and the length of the mixed portion is
improved, a decrease in profitability due to excessive cut-off of the mixed portion may be prevented and the shipment
of defect products due to less cut-off of the mixed portion to client companies may be prevented. Therefore, there is an
effect of improving productivity in which a high-quality slab is manufactured in the continuous casting operation of
heterogeneous steels.

Claims
1. A method of continuous casting heterogeneous steels, the method comprising:

obtaining dimensionless relative concentrations of subsequent steel to previous steel respectively at surface
and inside of a continuous cast strand in real time;

calculating positions in a longitudinal direction of the strand having the dimensionless relative concentrations
of the surface and the inside obtained in real time;

predicting a mixed portion in the strand by respectively comparing the obtained dimensionless relative concen-
trations of the surface and the inside with reference concentrations; and

cutting off the predicted mixed portion, wherein the positions of the strand, from which the dimensionless relative
concentrations are obtained, are a surface and a center in a height direction of the strand,

wherein the method further comprises:

receiving data of a residual amount of molten steel in a tundish, casting speed, and concentrations of each
of the previous steel and the subsequent steel on-line and storing the data; and

detecting a subsequent ladle opening signal, before the obtaining of the dimensionless relative concentra-
tions of the subsequent steel to the previous steel,

the method further comprising:

obtaining dimensionless relative concentrations of each of the surface and the center of the strand in
real time from a time of detecting the subsequent ladle opening signal, and counting a dimensionless
concentration acquisition time from the time of detecting the subsequent ladle opening signal to be
compared with a reference time in real time;

comparing the obtained dimensionless relative concentration of the center with the first reference con-
centration and comparing the obtained dimensionless relative concentration of the surface with the
second reference concentration when the dimensionless concentration acquisition time is the reference
time or less; and

terminating the acquisition of the dimensionless relative concentrations of each of the surface and the
center of the strand when the concentration acquisition time is greater than the reference time,

the method further comprising:
determining whether or not a type between the previous steel and the subsequent steel is a type that

is included in a preset heterogeneous steel cut-off table;
cutting the strand to a cut-off length of the corresponding heterogeneous steel type when the type

22



10

15

20

25

30

35

40

45

50

55

EP 3 088 102 B2

between the previous steel and the subsequent steel subjected to a current operation is the type that
is included in the preset heterogeneous steel cut-off table; and

cutting the strand to a preset predetermined cut-off length when the type between the previous steel
and the subsequent steel subjected to the current operation is notincluded in the preset heterogeneous
steel cut-off table, after the terminating of the acquisition of the dimensionless relative concentrations
of each of the surface and the center of the strand.

2. A method of continuous casting heterogeneous steels, the method comprising:

obtaining dimensionless relative concentrations of subsequent steel to previous steel respectively at a plurality
of positions in a height direction of a strand solidified and continuous cast from a mold in real time by using
relative amounts of the previous steel and the subsequent steel in a tundish and relative amounts of the previous
steel and the subsequent steel in the mold;

calculating positions in a longitudinal direction of the strand having the dimensionless relative concentrations
obtained in real time;

predicting a mixed portion in the strand by respectively comparing the obtained dimensionless relative concen-
trations with reference concentrations; and

cutting off the predicted mixed portion, wherein the plurality of positions in the height direction of the strand,
from which the dimensionless relative concentrations are obtained, comprises a surface and a center of the
strand,

wherein the method further comprises:

receiving data of a residual amount of molten steel in a tundish, casting speed, and concentrations of each
of the previous steel and the subsequent steel on-line and storing the data; and

detecting a subsequent ladle opening signal, before the obtaining of the dimensionless relative concentra-
tions of the subsequent steel to the previous steel,

the method further comprising:

obtaining dimensionless relative concentrations of each of the surface and the center of the strand in
real time from a time of detecting the subsequent ladle opening signal, and counting a dimensionless
concentration acquisition time from the time of detecting the subsequent ladle opening signal to be
compared with a reference time in real time;

comparing the obtained dimensionless relative concentration of the center with the first reference con-
centration and comparing the obtained dimensionless relative concentration of the surface with the
second reference concentration when the dimensionless concentration acquisition time is the reference
time or less; and

terminating the acquisition of the dimensionless relative concentrations of each of the surface and the
center of the strand when the concentration acquisition time is greater than the reference time,

the method further comprising:

determining whether or not a type between the previous steel and the subsequent steel is a type that
is included in a preset heterogeneous steel cut-off table;

cutting the strand to a cut-off length of the corresponding heterogeneous steel type when the type
between the previous steel and the subsequent steel subjected to a current operation is the type that
is included in the preset heterogeneous steel cut-off table; and

cutting the strand to a preset predetermined cut-off length when the type between the previous steel
and the subsequent steel subjected to the current operation is notincluded in the preset heterogeneous
steel cut-off table, after the terminating of the acquisition of the dimensionless relative concentrations
of each of the surface and the center of the strand.

3. The method of claim 1 or 2, further comprising setting the reference concentrations, before the obtaining of the
dimensionless relative concentrations of the subsequent steel to the previous steel in the continuous cast strand in
real time,
wherein the setting of the reference concentrations comprises:

setting a lowermost limit concentration among upper limit concentrations of each component of the previous
steel as a first reference concentration; and
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setting an uppermost limit concentration among lower limit concentrations of each component of the subsequent
steel as a second reference concentration.

4. Themethod of claim 3, wherein the setting of the first reference concentration and the second reference concentration

comprises:

calculating concentrations of the components of the previous steel as lower limit dimensionless concentrations
and upper limit dimensionless concentrations;

setting a lowermost limit dimensionless concentration among the upper limit dimensionless concentrations of
the each component of the previous steel as the first reference concentration;

calculating concentrations of the components of the subsequent steel as lower limit dimensionless concentra-
tions and upper limit dimensionless concentrations; and

setting an uppermost limit dimensionless concentration among the lower limit dimensionless concentrations of
the each component of the subsequent steel as the second reference concentration.

The method of claim 4, wherein the calculating of the concentrations of the each component of the previous steel
as the lower limit dimensionless concentrations and the upper limit dimensionless concentrations comprises sub-
stituting a lower limit dimensionless concentration value of the previous steel with an upper limit dimensionless
concentration value of the previous steel and substituting the upper limit dimensionless concentration value of the
previous steel with the lower limit dimensionless concentration value of the previous steel when the lower limit
dimensionless concentration of the previous steel is greater than the upper limit dimensionless concentration of the
previous steel; and

the calculating of the concentrations of the each component of the subsequent steel as the lower limit dimensionless
concentrations and the upper limit dimensionless concentrations comprises substituting a lower limit dimensionless
concentration value of the subsequent steel with an upper limit dimensionless concentration value of the subsequent
steel and substituting the upper limit dimensionless concentration value of the subsequent steel with the lower limit
dimensionless concentration value of the subsequent steel when the lower limit dimensionless concentration of the
subsequent steel is greater than the upper limit dimensionless concentration of the subsequent steel.

The method of claim 1 or 2, wherein the strand is determined to be in a mixed state when at least one dimensionless
relative concentration of the obtained dimensionless relative concentrations of the surface and the center is deviated
from the reference concentration, and

a position in the longitudinal direction of the strand, in which at least one dimensionless relative concentration of
the obtained dimensionless relative concentrations of the surface and the center is deviated from the reference
concentration, is determined as the mixed portion.

The method of claim 6, wherein a position in the longitudinal direction of the strand, in which the obtained dimen-
sionless relative concentration of the center reaches the reference concentration, is determined as a starting point
of the mixed portion, and

a position in the longitudinal direction of the strand, in which the obtained dimensionless relative concentration of
the surface reaches the reference concentration, is determined as an end point of the mixed portion.

The method of claim 1 or 2, wherein the detecting of the subsequent ladle opening signal comprises:

sending a virtual ladle opening signal;

detecting a weight of the tundish in real time, in milliseconds (ms) from a time when the virtual ladle opening
signal is sent;

calculating the weight of the tundish detected in milliseconds (ms) as an average weight of the tundish at
predetermined time intervals in seconds (s); and

setting a time of opening the subsequent ladle using a time of continuously increasing the average weight of
the tundish.

The method of claim 8, wherein, when Wtd(t) is a weight of a residual-steel amount in the tundish at a current time
and W(t-At) is a weight of a residual-steel amount in the tundish at an earlier time,

t-2*At is determined as the time of opening the subsequent ladle when both of Wy(t) - W4(t-At) and Wi4(t) - Wiy(t-
2*At) are greater than or equal to "0",

the dimensionless relative concentrations of each of the surface and the center of the strand are obtained from t-
2*At, and
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the residual-steel amount in the tundish and the casting speed are stored from t-4* At.

10. The method of claim 1 or 2, wherein the obtaining of the dimensionless relative concentrations of the subsequent
steel to the previous steel at the surface and the center of the strand comprises:

calculating an inlet volumetric flow (Q.i,) of the subsequent steel in the tundish;

calculating an average dimensionless relative concentration (C.y_,,6(t+At)) of the molten steel in the tundish at
a current time using the inlet volumetric flow (Quq.i,) of the subsequent steel in the tundish;

calculating a dimensionless relative concentration (Ciy_,,t(t+At)) of the molten steel discharged from the tundish
at a current time using the average dimensionless relative concentration (Cyq_,,e(t+At)) of the molten steel in
the tundish at a current time;

calculating an average dimensionless relative concentration (C,q_aver (t+At)) of the molten steel in the mold at
a current time using the dimensionless relative concentration (Cy_o,,+(t+At)) of the molten steel discharged from
the tundish at a current time; and

calculating a dimensionless relative concentration (C,,4.,t(t+At)) of the strand discharged from the mold at a
current time using the average dimensionless relative concentration (C,q_aver(t+At)) of the molten steel in the
mold at a current time and a dimensionless relative concentration (C (t+At)) of the molten steel introduced
into the mold at a current time.

md-in

11. The method of claim 10, wherein the inlet volumetric flow (Qq_,) of the subsequent steel in the tundish is calculated
by Equation 5,

[Equation 5]

WM(H'AI)' Wtd(l‘)
Qid-z'n: AfX 0, T Qtd~our

wherein Wi4(t) is a total weight of the molten steel in the tundish at an earlier time, W4(t+At) is a total weight of the
molten steel in the tundish at a current time, Qq_o¢ is @ volumetric flow of the molten steel discharged from the
tundish, and p| is liquid density of the molten steel,

the average concentration (C;y_,,6(t+At)) of the molten steel in the tundish ata currenttime is calculated by Equation 6,

[Equation 6]

W (D)X C e (0 Qi (DX DIX p X C oy (1) Qo) X AIX p p X C gy (1)

C t+41)=
!a’~ave( ) Hf’!d({+ A 1) IV,d(f'*' Af)

wherein C,y (1) is an average dimensionless relative concentration of the molten steel in the tundish at an earlier
time, Qu.in(t) is an inlet volumetric flow of the molten steel introduced into the tundish at an earlier time, Cyy_i,(t) is
an inlet concentration (dimensionless relative concentration) of the subsequent steel in the tundish at an earlier
time, Qiq.out(t) is @ volumetric flow of the molten steel discharged from the tundish at an earlier time, Ciy_ o (1) is a
concentration (dimensionless relative concentration) of the molten steel discharged from the tundish at an earlier
time, and p|_is liquid density of the molten steel,

the concentration ((Cyy_o (t+At)) of the molten steel discharged from the tundish at a current time is calculated by
Equation 7,
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[Equation 7]

Ctd-0ﬁt<t+Af):frd X Crd-me(f+At)+(l'ftd)>< Cfd-in(t+At)

wherein fyy is an interpolation and extrapolation factor of the tundish, Ciy_5,.(t+At) is an average dimensionless
relative concentration of the molten steel in the tundish at a current time, and C,y;,(t+At) is a dimensionless relative
concentration of the molten steel introduced into the tundish at a current time,

the average concentration (C,4_.aver(t+At)) of the molten steel in the mold ata current time is calculated by Equation 8,

[Equation 8]

I’de(f) X Cm~me(!)+ Qm-m(") XOEX Py X Cmdm({) de.ouz(t) KOEX Pr X Cmd-aur({)
W (et AL Wt AL

C rdare (ET A=

wherein W4(t) is a total weight of the molten steel in the mold at an earlier time, C,4.aver(1) is an average dimen-
sionless relative concentration of the molten steel in the mold at an earlier time, Q,4.i,(t) is an inlet volumetric flow
of the molten steel in the mold at an earlier time, C,,,4.,(t) is an inlet concentration (dimensionless relative concen-
tration) of the molten steel in the mold at an earlier time, W, 4(t+At) is a total weight of the molten steel in the mold
at a current time, Q,,y_ou(t) is a volumetric flow of the molten steel discharged from the mold, C,,4_,.(t) is a dimen-
sionless relative concentration of the strand discharged from the mold at an earlier time, and p|_is liquid density of
the molten steel, and

the concentration (C,,4.out(t+At)) of the strand discharged from the mold at a current time is calculated by Equation 9,

[Equation 9]

Cmd—oz:r(ﬁﬁt):fmdx Cmd-ave(t+Af)+(l'fmd)X Cma’»z’n(ﬁﬁ{)

wherein f,4 is an interpolation and extrapolation factor of the mold, C,4.aver (1+At) is an average dimensionless
relative concentration of the molten steel in the mold at a current time, and C,4.i,(t+At) is a dimensionless relative
concentration of the molten steel introduced into the mold at a current time.

The method of claim 11, wherein, in the calculating of the dimensionless relative concentration of the center of the
strand,

4+2is applied to the interpolation and extrapolation factor (f,y) of Equation 7, and

0.7+0.4 is applied to the interpolation and extrapolation factor (f,,4) of Equation 9 to calculate the dimensionless
relative concentration (Cp,q_out-center) ©f the center of the strand.

The method of claim 11, wherein in the calculating of the dimensionless relative concentration of the surface of the
strand,

2.2+0.6 is applied to the interpolation and extrapolation factor (f4) of Equation 7, and
0.5+0.2 is applied to the interpolation and extrapolation factor (f,,4) of Equation 9 to calculate the dimensionless

relative concentration (C,q_out-surface) Of the surface of the strand.

The method of claim 11, wherein a liquid density of the molten steel is used as a density (p, ) value in Equations 5,
6, and 8, and
a value of 7,000 kg/m3 to 7,400 kg/m3 is used as the density of the molten steel.

The method of claim 1 or 2, further comprising:

setting a position of the strand in which the dimensionless relative concentration of the surface of the strand
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begins to be obtained; and

setting a position of the strand in which the dimensionless relative concentration of the center of the strand
begins to be obtained,

wherein a position of the strand at the time of opening the subsequent ladle is set as the position in which the
dimensionless relative concentration of the surface of the strand begins to be obtained, and

a position of -4==4 m from the position of the strand at the time of opening the subsequent ladle is set as the
position in which the dimensionless relative concentration of the center of the strand begins to be obtained.

The method of claim 15, wherein, in the calculating of the position in the longitudinal direction of the strand having
the obtained dimensionless relative concentration of the surface,

the position is calculated by Equation 10 in which a volumetric flow (Q,4.out) Of the molten steel discharged from
the mold is divided by a product of a cross-sectional area (A,,4) of the strand and solid density (p,) of the molten steel,

[Equation 10]

Amdx Ps

wherein Q4.0ut IS @ volumetric flow of the molten steel discharged from the mold, A, is a cross-sectional area of
the strand, and pq is solid density of the molten steel, wherein a value of 7,600 kg/m3 to 8,000 kg/m3 is used.

The method of claim 16, wherein, in the calculating of the position in the longitudinal direction of the strand having
the obtained dimensionless relative concentration of the center,

a position of -4+=4 m from the position having the obtained dimensionless relative concentration of the surface is
set as the position having the dimensionless relative concentration of the center.

The method of claim 17, wherein a region from a point of the strand, in which the real-time obtained dimensionless
relative concentration of the center of the strand reaches the first reference concentration, to a point of the strand,
in which the real-time obtained dimensionless relative concentration of the surface of the strand reaches the second
reference concentration, is predicted as the mixed portion.

The method of claim 17, further comprising:

setting the point of the strand, in which the real-time obtained dimensionless relative concentration of the center
of the strand reaches the first reference concentration, as a first cut-off position;

setting the point of the strand, in which the real-time obtained dimensionless relative concentration of the surface
of the strand reaches the second reference concentration, as a second cut-off position; and

cutting off the mixed portion by cutting the strand respectively at the first cut-off position and the second cut-off
position.

The method of claim 1 or 2, wherein the predicting of the mixed portion of the strand and the cutting off of the
predicted mixed portion are performed as an online process.

Patentanspriiche

1.

Verfahren zum StranggieRen von heterogenen Stahlen, wobei das Verfahren umfasst:

Erhalten dimensionsloser Relativkonzentrationen von nachfolgendem Stahl zu vorausgehendem Stahl jeweils
an der Oberflache und im Innern eines stranggegossenen Strangs in Echtzeit;

Berechnen von Positionen in einer Langsrichtung des Strangs, welche die in Echtzeit erhaltenen dimensions-
losen Relativkonzentrationen der Oberflache und des Innern aufweisen;

Vorhersagen eines gemischten Abschnitts in dem Strang durch jeweiliges Vergleichen der erhaltenen dimen-
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sionslosen Relativkonzentrationen der Oberflache und des Innern mit Referenzkonzentrationen; und
Abschneiden des vorhergesagten gemischten Abschnitts, wobei die Positionen des Strangs, von denen die
dimensionslosen Relativkonzentrationen erhalten werden, eine Oberflache und eine Mitte in einer Hohenrich-
tung des Strangs sind,

wobei das Verfahren weiterhin Folgendes umfasst:

Online-Empfang von Daten Uber eine Restmenge an geschmolzenem Stahl in dem Zwischenbehalter,
GieRRgeschwindigkeit und Konzentrationen des jeweiligen vorausgehenden Stahls und des jeweiligen nachfol-
genden Stahls und Speichern der Daten; und

Erkennung eines Signals der Offnung der nachfolgenden GieRpfanne vor dem Erhalten der dimensionslosen
Relativkonzentrationen des nachfolgenden Stahls zum vorausgehenden Stahl,

wobei das Verfahren weiterhin Folgendes umfasst:

Erhalten von dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der jeweiligen Mitte des
Strangs in Echtzeit ab einem Zeitpunkt der Erkennung des Offnungssignals der nachfolgenden GieRpfanne,
und Zahlen einer Erfassungszeit der dimensionslosen Konzentration ab dem Zeitpunkt der Erkennung des
Offnungssignals der nachfolgenden GieRpfanne, die mit einer Referenzzeit in Echtzeit verglichen werden soll;
Vergleichen der erhaltenen dimensionslosen Relativkonzentration der Mitte mit der ersten Referenzkonzentra-
tion und Vergleichen der erhaltenen dimensionslosen Relativkonzentration der Oberflache mit der zweiten
Referenzkonzentration, wenn die Erfassungszeit der dimensionslosen Konzentration der Referenzzeit ent-
spricht oder kiirzer ist; und

Beenden der Erfassung der dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der jewei-
ligen Mitte des Strangs, wenn die Konzentrationserfassungszeit langer ist als die Referenzzeit,

wobei das Verfahren weiterhin Folgendes umfasst:

Bestimmen, ob ein Typ zwischen dem vorausgehenden Stahl und dem nachfolgenden Stahl ein Typ ist, der in
einer vorgegebenen Abschneide-Tabelle fiir heterogenen Stahl enthalten ist, oder nicht;

Schneiden des Strangs auf eine Abschneidelange des entsprechenden heterogenen Stahltyps, wenn der Typ
zwischen dem vorausgehenden Stahl und dem nachfolgenden Stahl, die einem gegenwartigen Arbeitsgang
unterzogen werden, der Typ ist, der in der vorgegebenen Abschneide-Tabelle fiir heterogenen Stahl enthalten
ist; und

Schneiden des Strangs auf eine vorgegebene vorbestimmte Abschneidelédnge, wenn der Typ zwischen dem
vorausgehenden Stahl und dem nachfolgenden Stahl, die dem gegenwartigen Arbeitsgang unterzogen werden,
nicht in der vorgegebenen Abschneide-Tabelle fir heterogenen Stahl enthalten ist, nach dem Beenden der
Erfassung der dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der jeweiligen Mitte des
Strangs.

2. Verfahren zum StranggieRen von heterogenen Stahlen, wobei das Verfahren umfasst:

Erhalten dimensionsloser Relativkonzentrationen von nachfolgendem Stahl zu vorausgehendem Stahl jeweils
an einer Vielzahl von Positionen in einer Hohenrichtung eines erstarrten und aus einer Kokille stranggegossenen
Strangs in Echtzeit unter Verwendung relativer Mengen des vorausgehenden Stahls und des nachfolgenden
Stahls in einem Zwischenbehalter und relativer Mengen des vorausgehenden Stahls und des nachfolgenden
Stahls in der Kokille;

Berechnen von Positionen in einer Langsrichtung des Strangs, welche die in Echtzeit erhaltenen dimensions-
losen Relativkonzentrationen aufweisen;

Vorhersagen eines gemischten Abschnitts in dem Strang durch jeweiliges Vergleichen der erhaltenen dimen-
sionslosen Relativkonzentrationen mit Referenzkonzentrationen; und

Abschneiden des vorhergesagten gemischten Abschnitts, wobei die Vielzahl von Positionen in der Héhenrich-
tung des Strangs, von der die dimensionslosen Relativkonzentrationen erhalten werden, eine Oberflache und
eine Mitte des Strangs umfasst,

wobei das Verfahren weiterhin Folgendes umfasst:

Online-Empfang von Daten Uber eine Restmenge an geschmolzenem Stahl in dem Zwischenbehalter,
GieRgeschwindigkeit und Konzentrationen des jeweiligen vorausgehenden Stahls und des jeweiligen nachfol-
genden Stahls und Speichern der Daten; und

Erkennung eines Signals der Offnung der nachfolgenden GieRpfanne vor dem Erhalten der dimensionslosen
Relativkonzentrationen des nachfolgenden Stahls zum vorausgehenden Stahl,

wobei das Verfahren weiterhin Folgendes umfasst:

Erhalten von dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der jeweiligen Mitte
des Strangs in Echtzeit ab einem Zeitpunkt der Erkennung des Offnungssignals der nachfolgenden

28



10

15

20

25

30

35

40

45

50

55

EP 3 088 102 B2

GieBpfanne, und Zahlen einer Erfassungszeit der dimensionslosen Konzentration ab dem Zeitpunkt der
Erkennung des Offnungssignals der nachfolgenden GieRpfanne, die mit einer Referenzzeit in Echtzeit
verglichen werden soll;

Vergleichen der erhaltenen dimensionslosen Relativkonzentration der Mitte mit der ersten Referenzkon-
zentration und Vergleichen der erhaltenen dimensionslosen Relativkonzentration der Oberflache mit der
zweiten Referenzkonzentration, wenn die Erfassungszeit der dimensionslosen Konzentration der Refe-
renzzeit entspricht oder kiirzer ist; und

Beenden der Erfassung der dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der
jeweiligen Mitte des Strangs, wenn die Konzentrationserfassungszeit langer ist als die Referenzzeit,

wobei das Verfahren weiterhin Folgendes umfasst:

Bestimmen, ob ein Typ zwischen dem vorausgehenden Stahl und dem nachfolgenden Stahl ein Typ ist,
der in einer vorgegebenen Abschneide-Tabelle fiir heterogenen Stahl enthalten ist, oder nicht;
Schneiden des Strangs auf eine Abschneidelange des entsprechenden heterogenen Stahltyps, wenn der
Typ zwischen dem vorausgehenden Stahl und dem nachfolgenden Stahl, die einem gegenwartigen Ar-
beitsgang unterzogen werden, der Typ ist, der in der vorgegebenen Abschneide-Tabelle fiir heterogenen
Stahl enthalten ist; und

Schneiden des Strangs auf eine vorgegebene vorbestimmte Abschneidelange, wenn der Typ zwischen
dem vorausgehenden Stahl und dem nachfolgenden Stahl, die dem gegenwértigen Arbeitsgang unterzogen
werden, nicht in der vorgegebenen Abschneide-Tabelle fiir heterogenen Stahl enthalten ist, nach dem
Beenden der Erfassung der dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der
jeweiligen Mitte des Strangs.

Verfahren nach Anspruch 1 oder 2, weiterhin umfassend das Festlegen der Referenzkonzentrationen vor dem
Erhalten der dimensionslosen Relativkonzentrationen des nachfolgenden Stahls zum vorausgehenden Stahlin dem
stranggegossenen Strang in Echtzeit,

wobei das Festlegen der Referenzkonzentrationen umfasst:

Festlegen einer untersten Grenzkonzentration unter oberen Grenzkonzentrationen jeder Komponente des vo-
rausgehenden Stahls als eine erste Referenzkonzentration; und

Festlegen einer obersten Grenzkonzentration unter unteren Grenzkonzentrationen jeder Komponente des nach-
folgenden Stahls als eine zweite Referenzkonzentration.

Verfahren nach Anspruch 3, wobei das Festlegen der ersten Referenzkonzentration und der zweiten Referenzkon-
zentration umfasst:

Berechnen von Konzentrationen der Komponenten des vorausgehenden Stahls als dimensionslose untere
Grenzkonzentrationen und dimensionslose obere Grenzkonzentrationen;

Festlegen einer dimensionslosen untersten Grenzkonzentration unter den dimensionslosen oberen Grenzkon-
zentrationen der jeweiligen Komponente des vorausgehenden Stahls als erste Referenzkonzentration;
Berechnen von Konzentrationen der Komponenten des nachfolgenden Stahls als dimensionslose untere Grenz-
konzentrationen und dimensionslose obere Grenzkonzentrationen; und

Festlegen einer dimensionslosen obersten Grenzkonzentration unter den dimensionslosen unteren Grenzkon-
zentrationen der jeweiligen Komponente des nachfolgenden Stahls als zweite Referenzkonzentration.

Verfahren nach Anspruch 4, wobei das Berechnen der Konzentrationen der jeweiligen Komponente des vorausge-
henden Stahls als dimensionslose untere Grenzkonzentrationen und dimensionslose obere Grenzkonzentrationen
das Ersetzen eines dimensionslosen unteren Grenzkonzentrationswerts des vorausgehenden Stahls durch einen
dimensionslosen oberen Grenzkonzentrationswert des vorausgehenden Stahls und das Ersetzen des dimensions-
losen oberen Grenzkonzentrationswerts des vorausgehenden Stahls durch den dimensionslosen unteren Grenz-
konzentrationswert des vorausgehenden Stahls umfasst, wenn die dimensionslose untere Grenzkonzentration des
vorausgehenden Stahls groRer ist als die dimensionslose obere Grenzkonzentration des vorausgehenden Stahls;
und

das Berechnen der Konzentrationen der jeweiligen Komponente des nachfolgenden Stahls als dimensionslose
untere Grenzkonzentrationen und dimensionslose obere Grenzkonzentrationen das Ersetzen eines dimensionslo-
sen unteren Grenzkonzentrationswerts des nachfolgenden Stahls durch einen dimensionslosen oberen Grenzkon-
zentrationswert des nachfolgenden Stahls und das Ersetzen des dimensionslosen oberen Grenzkonzentrationswerts
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des nachfolgenden Stahls durch den dimensionslosen unteren Grenzkonzentrationswert des nachfolgenden Stahls
umfasst, wenn die dimensionslose untere Grenzkonzentration des nachfolgenden Stahls gréRer ist als die dimen-
sionslose obere Grenzkonzentration des nachfolgenden Stahls.

Verfahren nach Anspruch 1 oder 2, wobei der Strang als in einem Mischzustand befindlich bestimmt wird, wenn
wenigstens eine dimensionslose Relativkonzentration der erhaltenen dimensionslosen Relativkonzentrationen der
Oberflache und der Mitte von der Referenzkonzentration abgewichen ist, und

eine Position in der Langsrichtung des Strangs, an der wenigstens eine dimensionslose Relativkonzentration der
erhaltenen dimensionslosen Relativkonzentrationen der Oberflache und der Mitte von der Referenzkonzentration
abgewichen ist, als der gemischte Abschnitt bestimmt wird.

Verfahren nach Anspruch 6, wobei eine Position in der Langsrichtung des Strangs, an der die erhaltene dimensi-
onslose Relativkonzentration der Mitte die Referenzkonzentration erreicht, als Anfangspunkt des gemischten Ab-
schnitts bestimmt wird, und

eine Position in der Langsrichtung des Strangs, an der die erhaltene dimensionslose Relativkonzentration der
Oberflache die Referenzkonzentration erreicht, als Endpunkt des gemischten Abschnitts bestimmt wird.

Verfahren nach Anspruch 1 oder 2, wobei die Erkennung des Offnungssignals der nachfolgenden GieRpfanne
umfasst:

Senden eines virtuellen GielRpfannenéffnungssignals;

Erfassen eines Gewichts des Zwischenbehalters in Echtzeit, in Millisekunden (ms) ab einem Zeitpunkt, an dem
das virtuelle GieRRpfannendffnungssignal gesendet wird;

Berechnen des in Millisekunden (ms) erfassten Gewichts des Zwischenbehalters als Durchschnittsgewicht des
Zwischenbehalters in vorbestimmten Zeitintervallen in Sekunden (s); und

Festlegen eines Zeitpunkts der Offnung der nachfolgenden GieRpfanne mittels eines Zeitpunkts der kontinu-
ierlichen Erhéhung des Durchschnittsgewichts des Zwischenbehalters.

Verfahren nach Anspruch 8, wobei, wenn W, (t) ein Gewicht einer Reststahlmenge in dem Zwischenbehalter zu
einem gegenwartigen Zeitpunkt ist und W (t-At) ein Gewicht einer Reststahimenge in dem Zwischenbehélter zu
einem friiheren Zeitpunkt ist,

t-2*At als der Zeitpunkt der Offnung der nachfolgenden GieRpfanne bestimmt wird, wenn sowohl Wy(t) - W 4(t-At)
als auch Wiy(t) - Wiy(t-2*At) gréRer als oder gleich "0" sind,

die dimensionslosen Relativkonzentrationen der jeweiligen Oberflache und der jeweiligen Mitte des Strangs ab t-
2*At erhalten werden, und

die Reststahlmenge in dem Zwischenbehalter und die Giel3geschwindigkeit ab t-4*At gespeichert werden.

Verfahren nach Anspruch 1 oder 2, wobei das Erhalten der dimensionslosen Relativkonzentrationen des nachfol-
genden Stahls zum vorausgehenden Stahl an der Oberflaiche und in der Mitte des Strangs umfasst:

Berechnen eines Eintrittsvolumenstroms (Q.;,) des nachfolgenden Stahls in dem Zwischenbehélter,
Berechnen einer durchschnittlichen dimensionslosen Relativkonzentration (Cyy_,,.(t+At)) des geschmolzenen
Stahls in dem Zwischenbehélter zu einem gegenwartigen Zeitpunkt mittels des Eintrittsvolumenstroms (Qiq.in)
des nachfolgenden Stahls in dem Zwischenbehalter;

Berechnen einer dimensionslosen Relativkonzentration (Cy_o,1(t+At)) des aus dem Zwischenbehélter austre-
tenden geschmolzenen Stahls zu einem gegenwartigen Zeitpunkt mittels der durchschnittlichen dimensionslo-
sen Relativkonzentration (Cyy_,,c(t+At)) des geschmolzenen Stahls in dem Zwischenbehélter zu einem gegen-
wartigen Zeitpunkt;

Berechnen einer durchschnittlichen dimensionslosen Relativkonzentration (C,,q_aver(t+At)) des geschmolzenen
Stahls in der Kokille zu einem gegenwartigen Zeitpunkt mittels der dimensionslosen Relativkonzentration
(Cig-out(t+At)) des aus dem Zwischenbehélter austretenden geschmolzenen Stahls zu einem gegenwartigen
Zeitpunkt; und

Berechnen einer dimensionslosen Relativkonzentration (C,,4,.(t+At)) des aus der Kokille austretenden Strangs
zu einem gegenwartigen Zeitpunkt mittels der durchschnittlichen dimensionslosen Relativkonzentration
(Crng-aver(t+At)) des geschmolzenen Stahls in der Kokille zu einem gegenwartigen Zeitpunkt und einer dimen-
sionslosen Relativkonzentration (C,,,4.i,(t+At)) des in die Kokille eingeleiteten geschmolzenen Stahls zu einem
gegenwartigen Zeitpunkt.

30



10

15

20

25

30

35

40

45

50

55

EP 3 088 102 B2

11. Verfahren nach Anspruch 10, wobei der Eintrittsvolumenstrom (Q,y_;,) des nachfolgenden Stahls in dem Zwischen-

behalter durch Gleichung 5 berechnet wird,
[Gleichung 5]
W (80, (1)
LtXp,

Q din

T Qm‘-om

wobei Wy(t) ein Gesamtgewicht des geschmolzenen Stahls in dem Zwischenbehélter zu einem friiheren Zeitpunkt
ist, Wiy(t+At) ein Gesamtgewicht des geschmolzenen Stahls in dem Zwischenbehélter zu einem gegenwartigen
Zeitpunkt ist, Quy_,t €in Volumenstrom des aus dem Zwischenbehalter austretenden geschmolzenen Stahls ist und
p_ die Flissigdichte des geschmolzenen Stahls ist,

die durchschnittliche Konzentration (Ciy_5,c(t+At)) des geschmolzenen Stahls in dem Zwischenbehélter zu einem
gegenwartigen Zeitpunkt durch Gleichung 6 berechnet wird,

[Gleichung 6]

”ﬁd“) X th?~ave(1)+ Q fddn{;{} X i\‘ix Pz X C!d-in(f) Qiﬂ'wle(ﬂ KA Pr £C fcf~oz¢1(1)
Wit Ao W 1+ 10)

C fd-ave (‘f +Ar ) -

wobei Cyy_,,6(t) €ine durchschnittliche dimensionslose Relativkonzentration des geschmolzenen Stahls in dem Zwi-
schenbehalter zu einem friiheren Zeitpunkt ist, Q. (t) ein Eintrittsvolumenstrom des in den Zwischenbehalter
eingeleiteten geschmolzenen Stahls zu einem friiheren Zeitpunkt ist, C,4;,(t) eine Eintrittskonzentration (dimensi-
onslose Relativkonzentration) des nachfolgenden Stahls in dem Zwischenbehélter zu einem friiheren Zeitpunkt ist,
Qtq.0ut(t) €in Volumenstrom des aus dem Zwischenbehalter austretenden geschmolzenen Stahls zu einem friiheren
Zeitpunkt ist, Ciy,,(t) eine Konzentration (dimensionslose Relativkonzentration) des aus dem Zwischenbehalter
austretenden geschmolzenen Stahls zu einem frilheren Zeitpunkt ist und p|_ die Flissigdichte des geschmolzenen
Stahls ist,

die Konzentration ((Ciy_oi(t+At)) des aus dem Zwischenbehalter austretenden geschmolzenen Stahls zu einem
gegenwartigen Zeitpunkt durch Gleichung 7 berechnet wird,

[Gleichung 7]
C ot (T DD f1g % C oo+ DOH(L= f )X C g (17510)

wobei f ein Interpolations- und Extrapolationsfaktor des Zwischenbehalters ist, Ciy_,,o(t+At) eine durchschnittliche
dimensionslose Relativkonzentration des geschmolzenen Stahls in dem Zwischenbehélter zu einem gegenwartigen
Zeitpunkt ist und Cy,(t+At) eine dimensionslose Relativkonzentration des in den Zwischenbehélter eingeleiteten
geschmolzenen Stahls zu einem gegenwartigen Zeitpunkt ist,

die durchschnittliche Konzentration (C,q_aver(t+At)) des geschmolzenen Stahls in der Kokille zu einem gegenwar-
tigen Zeitpunkt durch Gleichung 8 berechnet wird,

[Gleichung 8]

A

Wt 00) Wt 50

e . Hrmd(i) x (:nzd‘me(i)+ Qm«!-:'ﬁ([} KALK P X Cmtﬁin{g) Oaaa"oat(z) AT Pz X (jnztz’-of:r(I)
C n;d»ave(!+A{): -

wobei W,,,4(t) ein Gesamtgewicht des geschmolzenen Stahls in der Kokille zu einem friheren Zeitpunktist, C,,4.aver(t)
eine durchschnittliche dimensionslose Relativkonzentration des geschmolzenen Stahls in der Kokille zu einem
friheren Zeitpunktist, Q,4.i,(t) ein Eintrittsvolumenstrom des geschmolzenen Stahls in der Kokille zu einem friiheren
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Zeitpunktist, C,,4.in(t) eine Eintrittskonzentration (dimensionslose Relativkonzentration) des geschmolzenen Stahls
in der Kokille zu einem friiheren Zeitpunkt ist, W, 4(t+At) ein Gesamtgewicht des geschmolzenen Stahls in der Kokille
zu einem gegenwartigen Zeitpunkt ist, Q ,,4.out(t) €in Volumenstrom des aus der Kokille austretenden geschmolzenen
Stahls ist, C ,,4.out(t) €ine dimensionslose Relativkonzentration des aus der Kokille austretenden Strangs zu einem
friheren Zeitpunkt ist und p, die Fllssigdichte des geschmolzenen Stahls ist, und

die Konzentration (C,,,4o,t(t+At)) des aus der Kokille austretenden Strangs zu einem gegenwartigen Zeitpunkt durch
Gleichung 9 berechnet wird,

[Gleichung 9]

Cnid-axz(f+glf):fmd X Cmd-ave(t+ﬁf)+( l'fmd)x Cb?d-iﬂ<£+ﬁf)

wobei f, 4 ein Interpolations- und Extrapolationsfaktor der Kokille ist, C 4 ayer(t+At) eine durchschnittliche dimensi-
onslose Relativkonzentration des geschmolzenen Stahls in der Kokille zu einem gegenwartigen Zeitpunkt ist und
Cna-in(t+At) eine dimensionslose Relativkonzentration des in die Kokille eingeleiteten geschmolzenen Stahls zu
einem gegenwartigen Zeitpunkt ist.

Verfahren nach Anspruch 11, wobei beim Berechnen der dimensionslosen Relativkonzentration der Mitte des
Strangs

4+2 auf den Interpolations- und Extrapolationsfaktor (fi4) von Gleichung 7 angewandt wird, und

0,7=0,4 auf den Interpolations- und Extrapolationsfaktor (f,,4) von Gleichung 9 angewandt wird, um die dimensi-
onslose Relativkonzentration (C4-out-center) der Mitte des Strangs zu berechnen.

Verfahren nach Anspruch 11, wobei beim Berechnen der dimensionslosen Relativkonzentration der Oberflache des
Strangs

2,2+0,6 auf den Interpolations- und Extrapolationsfaktor (f;4) von Gleichung 7 angewandt wird, und

0,5=0,2 auf den Interpolations- und Extrapolationsfaktor (f,,4) von Gleichung 9 angewandt wird, um die dimensi-
onslose Relativkonzentration (C,,4.ot.Surface) der Oberflache des Strangs zu berechnen.

Verfahren nach Anspruch 11, wobei eine Flissigdichte des geschmolzenen Stahls als Dichte(p, )-Wert in den Glei-
chungen 5, 6 und 8 verwendet wird, und
ein Wert von 7.000 kg/m3 bis 7.400 kg/m3 als Dichte des geschmolzenen Stahls verwendet wird.

Verfahren nach Anspruch 1 oder 2, weiterhin umfassend:

Festlegen einer Position des Strangs, bei welcher die dimensionslose Relativkonzentration der Oberflache des
Strangs beginnt erhalten zu werden; und

Festlegen einer Position des Strangs, bei welcher die dimensionslose Relativkonzentration der Mitte des Strangs
beginnt erhalten zu werden,

wobei eine Position des Strangs zum Zeitpunkt der Offnung der nachfolgenden GieRpfanne als die Position
festgelegt wird, bei welcher die dimensionslose Relativkonzentration der Oberflache des Strangs beginnt er-
halten zu werden, und

eine Position -4+4 m von der Position des Strangs zum Zeitpunkt der Offnung der nachfolgenden GieRpfanne
als die Position festgelegt wird, bei welcher die dimensionslose Relativkonzentration der Mitte des Strangs
beginnt erhalten zu werden.

Verfahren nach Anspruch 15, wobei beim Berechnen der Position in der Langsrichtung des Strangs, welche die
erhaltene dimensionslose Relativkonzentration der Oberflache aufweist,

die Position durch Gleichung 10 berechnet wird, in der ein Volumenstrom (Q,4.o,t) des aus der Kokille austretenden
geschmolzenen Stahls durch ein Produkt einer Querschnittsflache (A,q) des Strangs und einer Festkdrperdichte
(pg) des geschmolzenen Stahls dividiert wird,
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[Gleichung 10]

X
. \ de-aw“ Ui "
ULl ——— Kl
Amd My
wobei Qp,4.out €in Volumenstrom des aus der Kokille austretenden geschmolzenen Stahls ist, A4 eine Querschnitts-

flache des Strangs ist und pg die Festkorperdichte des geschmolzenen Stahls ist, wobei ein Wert von 7.600 kg/m3
bis 8.000 kg/m3 verwendet wird.

psl)

Verfahren nach Anspruch 16, wobei beim Berechnen der Position in der Langsrichtung des Strangs, welche die
erhaltene dimensionslose Relativkonzentration der Mitte aufweist,

eine Position -4+4 m von der Position, welche die erhaltene dimensionslose Relativkonzentration der Oberflache
aufweist, als die Position festgelegt wird, welche die dimensionslose Relativkonzentration der Mitte aufweist.

Verfahren nach Anspruch 17, wobei ein Bereich von einem Punkt des Strangs, an welchem die in Echtzeit erhaltene
dimensionslose Relativkonzentration der Mitte des Strangs die erste Referenzkonzentration erreicht, bis zu einem
Punkt des Strangs, an welchem die in Echtzeit erhaltene dimensionslose Relativkonzentration der Oberflache des
Strangs die zweite Referenzkonzentration erreicht, als der gemischte Abschnitt vorhergesagt wird.

Verfahren nach Anspruch 17, weiterhin umfassend:

Festlegen des Punkts des Strangs, an welchem die in Echtzeit erhaltene dimensionslose Relativkonzentration
der Mitte des Strangs die erste Referenzkonzentration erreicht, als eine erste Abschneideposition;

Festlegen des Punkts des Strangs, an welchem die in Echtzeit erhaltene dimensionslose Relativkonzentration
der Oberflache des Strangs die zweite Referenzkonzentration erreicht, als eine zweite Abschneideposition; und
Abschneiden des gemischten Abschnitts durch jeweiliges Schneiden des Strangs an der ersten Abschneide-
position und der zweiten Abschneideposition.

Verfahren nach Anspruch 1 oder 2, wobei das Vorhersagen des gemischten Abschnitts des Strangs und das Ab-
schneiden des vorhergesagten gemischten Abschnitts als Online-Prozess durchgefiihrt werden.

Revendications

1.

Procédé de coulée continue d’aciers hétérogénes, comprenant :

'acquisition de concentrations relatives sans dimension d’un acier suivant a un acier précédent, respectivement
a la surface et a l'intérieur d’'une barre de coulée continue en temps réel ;

le calcul de positions dans le sens longitudinal de la barre de coulée ayant les concentrations relatives sans
dimension de la surface et de l'intérieur acquises en temps réel ;

la prédiction d’une partie mélangée dans la barre de coulée par la comparaison respective des concentrations
relatives sans dimension de la surface et de l'intérieur acquises avec des concentrations de référence ; et

la coupure de la partie mélangée prédite, dans lequel les positions dans la barre de coulée a partir desquelles
les concentrations relatives sans dimension sont acquises sont une surface et un centre dans une direction
verticale de la barre de coulée,

la procédé comprenant en outre :

la réception de données sur une quantité résiduelle d’acier en fusion dans le panier de coulée, la vitesse
de coulée et les concentrations de I'acier précédent et de I'acier suivant en ligne et I'enregistrement des
données ; et

la détection d’'un signal d’ouverture de la poche de coulée suivante avant I'obtention des concentrations
relatives sans dimension de 'acier suivant a I'acier précédent,

la procédé comprenant en outre :
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'acquisition de concentrations relatives sans dimension acquises a la surface et au centre de la barre
de coulée en temps réel a partir du moment de réception du signal d’ouverture de la poche de coulée
suivante, etle comptage d’'un temps d’acquisition de la concentration sans dimension a partir du moment
de détection du signal d’ouverture de la poche de coulée suivante a comparer avec un temps de
référence en temps réel ;

la comparaison de la concentration relative sans dimension acquise au centre avec la premiére con-
centration de référence et la comparaison de la concentration relative sans dimension obtenue a la
surface avec la deuxieme concentration de référence quand le temps d’acquisition de la concentration
sans dimension est égal ou inférieur au temps de référence ; et

l'arrét de I'acquisition des concentrations relatives sans dimension a la surface et au centre de la barre
de coulée quand le temps d’acquisition de la concentration est supérieur au temps de référence,

la procédé comprenant en outre :

la détermination du fait qu’un type entre I'acier précédent et I'acier suivant est ou non un type inclus
dans un tableau de séparation d’aciers hétérogénes prédéfini ;

la coupe de la barre de coulée a une longueur de coupe du type d’acier hétérogéne correspondant
quand le type entre I'acier précédent et I'acier suivant soumis a une opération en cours est le type
figurant dans le tableau de séparation d’aciers hétérogénes prédéfini ; et

la coupe de la barre de coulée a une longueur de coupe prédéterminée quand le type entre I'acier
précédent et I'acier suivant soumis a I'opération en cours ne figure pas dans le tableau de séparation
d’aciers hétérogenes prédéfini, aprés 'arrét de 'acquisition des concentrations relatives sans dimension
a la surface et au centre de la barre de coulée.

2. Procédé de coulée continue d'aciers hétérogénes, comprenant :

'acquisition de concentrations relatives sans dimension d’un acier suivant a un acier précédent, respectivement
en plusieurs positions en hauteur d’'une barre de coulée solidifiée et continue coulée a partir d’'un moule en
temps réel en utilisant des quantités relatives de I'acier précédent et de I'acier suivant dans un panier de coulée
et des quantités relatives de I'acier précédent et de 'acier suivant dans le moule ;

le calcule de positions dans un sens longitudinal de la barre de coulée ou se trouvent les concentrations relatives
sans dimension acquises en temps réel ;

la prédiction d’'une partie mélangée de la barre de coulée par la comparaison respective des concentrations
relatives sans dimension acquises avec des concentrations de référence ; et

la coupure de la partie mélangée prédite,, dans lequel les plusieurs positions dans le sens de la hauteur de la
barre de coulée a partir desquelles les concentrations relatives sans dimension sont acquises comprennent
une surface et un centre de la barre de coulée la procédé comprenant en outre :

la réception de données sur une quantité résiduelle d’acier en fusion dans le panier de coulée, la vitesse
de coulée et les concentrations de I'acier précédent et de I'acier suivant en ligne et I'enregistrement des
données ; et

la détection d’'un signal d’ouverture de la poche de coulée suivante avant I'obtention des concentrations
relatives sans dimension de I'acier suivant a I'acier précédent, la procédé comprenant en outre :

'acquisition de concentrations relatives sans dimension acquises a la surface et au centre de la barre de coulée
en temps réel a partir du moment de réception du signal d’ouverture de la poche de coulée suivante, et le
comptage d’un temps d’acquisition de la concentration sans dimension a partir du moment de détection du
signal d’ouverture de la poche de coulée suivante a comparer avec un temps de référence en temps réel ;

la comparaison de la concentration relative sans dimension acquise au centre avec la premiére concentration
de référence et la comparaison de la concentration relative sans dimension obtenue ala surface avec la deuxie-
me concentration de référence quand le temps d’acquisition de la concentration sans dimension est égal ou
inférieur au temps de référence ; et

l'arrét de I'acquisition des concentrations relatives sans dimension a la surface et au centre de la barre de
coulée quand le temps d’acquisition de la concentration est supérieur au temps de référence,

la procédé comprenant en outre :

la détermination du fait qu’un type entre I'acier précédent et I'acier suivant est ou non un type inclus dans
un tableau de séparation d’aciers hétérogenes prédéfini ;
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la coupe de la barre de coulée a une longueur de coupe du type d’acier hétérogéne correspondant quand
le type entre I'acier précédent et I'acier suivant soumis a une opération en cours est le type figurant dans
le tableau de séparation d’aciers hétérogénes prédéfini ; et

la coupe de la barre de coulée a une longueur de coupe prédéterminée quand le type entre I'acier précédent
et I'acier suivant soumis a l'opération en cours ne figure pas dans le tableau de séparation d’aciers hété-
rogénes prédéfini, apres I'arrét de I'acquisition des concentrations relatives sans dimension a la surface et
au centre de la barre de coulée.

3. Procédé selon la revendication 1 ou 2, comprenant en outre la définition des concentrations de référence avant

'acquisition des concentrations relatives sans dimension de I'acier suivant a I'acier précédent dans la barre de
coulée continue en temps réel, la définition des concentrations de référence comprenant :

la définition d’'une concentration limite la plus basse parmi des concentrations limites supérieures de chaque
composant de I'acier précédent comme premiére concentration de référence ; et

la définition d’'une concentration limite la plus haute parmi des concentrations limites inférieures de chaque
composant de I'acier précédent comme deuxiéme concentration de référence.

4. Procédé selon la revendication 3, dans lequel la définition de la premiére concentration de référence et de la

deuxiéme concentration de référence comprend :

le calcul des concentrations des composants de I'acier précédent comme des concentrations limites inférieures
sans dimension et des concentrations limites supérieures sans dimension ;

la définition d’'une concentration limite sans dimension la plus basse parmiles concentrations limites supérieures
sans dimension de chaque composant de l'acier précédent comme premiére concentration de référence ;

le calcul des concentrations des composants de I'acier suivant comme des concentrations limites inférieures
sans dimension et des concentrations limites supérieures sans dimension ; et

la définition d’'une concentration limite sans dimension la plus haute parmi les concentrations limites inférieures
sans dimension de chaque composant de 'acier suivant comme deuxi€éme concentration de référence.

Procédé selon larevendication 4, dans lequel le calcul des concentrations de chaque composant de I'acier précédent
comme concentrations limites inférieures sans dimension et concentrations limites supérieures sans dimension
comprend la substitution a une valeur de concentration limite inférieure sans dimension de I'acier précédent d’'une
valeur de concentration limite supérieure sans dimension de I'acier précédent et la substitution a la valeur de
concentration limite supérieure sans dimension de 'acier précédent de la valeur de concentration limite inférieure
sans dimension de l'acier précédent quand la concentration limite inférieure sans dimension de I'acier précédent
est supérieure a la concentration limite supérieure sans dimension de I'acier précédent ;

le calcul des concentrations de chaque composant de I'acier suivant comme les concentrations limites inférieures
sans dimension et les concentrations limites supérieures sans dimension comprend la substitution a une valeur de
concentration limite inférieure sans dimension de l'acier suivant d’'une valeur de concentration limite supérieure
sans dimension de l'acier suivant et la substitution a la valeur de concentration limite supérieure sans dimension
de l'acier suivant de la valeur de concentration limite inférieure sans dimension de I'acier suivant quand la concen-
tration limite inférieure sans dimension de I'acier suivant est supérieure a la concentration limite supérieure sans
dimension de I'acier suivant.

Procédé selon la revendication 1 ou 2, dans lequel il est déterminé que la barre de coulée est dans un état mélangé
quand au moins une concentration relative sans dimension parmi les concentrations relatives sans dimension
acquises a la surface et au centre s’écarte de la concentration de référence, et

une position dans le sens longitudinal de la barre de coulée dans laquelle au moins une concentration relative sans
dimension parmi les concentrations relatives sans dimension acquises a la surface et au centre s’écarte de la
concentration de référence est identifi€¢e comme la partie mélangée.

Procédé selon la revendication 6, dans lequel une position dans le sens longitudinal de la barre de coulée dans
laquelle la concentration relative sans dimension acquise au centre atteint la concentration de référence estidentifiée
comme un point de début de la partie mélangée et

une position dans le sens longitudinal de la barre de coulée dans laquelle la concentration relative sans dimension
acquise a la surface atteint la concentration est identifiée comme le point de fin de la partie mélangée.

Procédé selon la revendication 1 ou 2, dans lequel la détection du signal d’ouverture de la poche de coulée suivante
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comprend :

I'émission d’un signal d’ouverture de poche de coulée virtuelle,

la détection d’'un poids du panier de coulée en temps réel, en millisecondes (ms) a partir du moment d’émission
du signal d’ouverture de poche de coulée virtuelle,

le calcul du poids du panier de coulée détecté en millisecondes (ms) comme le poids moyen du panier de coulée
a des intervalles de temps prédéterminés en secondes (s) et

le réglage d’'un temps d’ouverture de la poche de coulée suivante a I'aide d’'un temps d’augmentation continue
du poids moyen du panier de coulée.

Procédé selon la revendication 8, dans lequel, quand W,,(t) est un poids d’une quantité d’acier résiduel dans le
panier de coulée a I'instant présent et W ,(t-At) est un poids d’'une quantité d'acier résiduel dans le panier de coulée
a un instant antérieur,

t-2*At est déterminé comme le moment d’ouverture de la poche de coulée suivante quand Wy(t) - Wi4(t-At) et Wi4(t)
- Wi4(t-2*At) sont tous deux supérieurs ou égaux a 0,

les concentrations relatives sans dimension a la surface et au centre de la barre de coulée sont obtenues a partir
de t-2*At et

la quantité d’acier résiduel dans le panier de coulée et la vitesse de coulée sont enregistrées a partir de t-4*At.

Procédé selon la revendication 1 ou 2, dans lequel I'obtention des concentrations relatives sans dimension de I'acier
suivant a I'acier précédent a la surface et au centre de la barre de coulée comprend :

le calcul d’un débit volumique a I'entrée (Qq;,,) de I'acier suivant dans le panier de coulée ;

le calcul d’'une concentration relative sans dimension moyenne (C,y_,,.(t+At)) de I'acier en fusion dans le panier
de coulée a un instant présent a 'aide du débit volumique & I'entrée (Q;q.;,) de I'acier suivant dans le panier de
coulée ;

le calcul d’'une concentration relative sans dimension (Ciy_,(t+At)) de I'acier en fusion sortant du panier de
coulée a un instant présent a I'aide de la concentration relative sans dimension moyenne (Ciy_s.e(t+At)) de
I'acier en fusion dans le panier de coulée a un instant présent ;

le calcul d’une concentration relative sans dimension moyenne (C,4_a,(t+At)) de I'acier en fusion dans le moule
auninstant présent a l'aide de la concentration relative sans dimension (Cyy_,(t+At)) de I'acier en fusion sortant
du panier de coulée a un instant présent ; et

le calcul d’une concentration relative sans dimension (C,,4.out(t+At)) de la barre de coulée sortant du moule a
un instant présent a l'aide de la concentration relative sans dimension moyenne (C,,4.ave(t+At)) de I'acier en
fusion dans le moule & un instant présent et d’'une concentration relative sans dimension (C,,4.i,(t+At)) de I'acier
en fusion introduit dans le moule a un instant présent.

11. Procédé selon la revendication 10, dans lequel le débit volumique a I'entrée (Qq.,) de I'acier suivant dans le panier

de coulée est calculé selon I'équation 5,

B W (ttAn- W, (1)
[Equation 5] i AtXpg ot

ol Wi4(t) est un poids total de I'acier en fusion dans le panier de coulée a un instant antérieur, W;4(t+At) est un poids
total de I'acier en fusion dans le panier de coulée a un instant présent, Q4o €st un débit volumique de I'acier en
fusion sortant du panier de coulée et p, est la densité a I'état liquide de 'acier en fusion,

la concentration moyenne (Cy4_,,(t+At)) de 'acier en fusion dans le panier de coulée & un instant présent est calculée
selon I'équation 6,

[Equation 6]

erd([) X Ctd—ave([)+ Qld—in(t) KALK Pr A Cid—jn(t) Qfd—ow(t) KALX Pr X Cfd—our(t)
Wt 20) Wt A1)

Cid—ave(t+ At):

36



10

15

20

25

30

35

40

45

50

55

12.

13.

14.

EP 3 088 102 B2

ou Cyiy_ave(t) est une concentration relative sans dimension moyenne de I'acier en fusion dans le panier de coulée
a un instant antérieur, Q4. (t) est un débit volumique a I'entrée de I'acier en fusion introduit dans le panier de coulée
a un instant antérieur, Cy,(t) est une concentration d’entrée (concentration relative sans dimension) de l'acier
suivant dans le panier de coulée a un instant antérieur, Qq.,(t) est un débit volumique de I'acier en fusion sortant
du panier de coulée a un instant antérieur, Cyy_,(t) est une concentration (concentration relative sans dimension)
de I'acier en fusion sortant du panier de coulée a un instant antérieur et p| est la densité a I'état liquide de I'acier
en fusion,

la concentration ((Ciy_out(t+At)) de 'acier en fusion sortant du panier de coulée a un instant présent est calculée
selon I'équation 7,

Bquation 7] C oIt E07faX Coae (F DT f)X C g (47 20)

ou ftd est un facteur d’interpolation et d’extrapolation du panier de coulée, C,4_,,(t+At) est une concentration relative
sans dimension moyenne de l'acier en fusion dans le panier de coulée a un instant présent et Cyy_;,(t+At) est une
concentration relative sans dimension de I'acier en fusion introduit dans le panier de coulée a un instant présent,
la concentration moyenne (C,4.ave(t+At)) de I'acier en fusion dans le moule a un instant présent est calculée selon
I'équation 8,

[Equation 8]

Wmd(t) X Cmd-ave(t)+ de-in(t) KAEX Pr X Cmd-in(t) de-out(t) KAEX P X Cmd-out(t)

C tAD=
(40 W (1 550) W g1+ 00)

ou W, 4(t) est un poids total de I'acier en fusion dans le moule a un instant antérieur, C,4_.c(t) €st une concentration
relative sans dimension moyenne de I'acier en fusion dans le moule & un instant antérieur, Q,4.in(t) est un débit
volumique a I'entrée de l'acier en fusion dans le moule & un instant antérieur, C4.,(t) est une concentration a
I'entrée (concentration relative sans dimension) de 'acier en fusion dans le moule a un instant antérieur, W, 4(t+At)
est un poids total de I'acier en fusion dans le moule & un instant présent, Q,4.ui(t) €st un débit volumique de 'acier
en fusion sortant du moule, C,4.o.t(t) est une concentration relative sans dimension de la barre de coulée sortant
du moule & un instant antérieur et p_est la densité a I'état liquide de I'acier en fusion, et

la concentration (C,4oui(t+At)) de la barre de coulée sortant du moule & un instant présent est calculée selon
I'équation 9,

[Equation 9] C oo T A0 g X Copane (4 LOTL fu) X C (07 20)

ou f,q est un facteur d’interpolation et d’extrapolation du moule, C,4.o,c(t+At) est une concentration relative sans
dimension moyenne de I'acier en fusion dans le moule & un instant présent et C4.,(t*At) est une concentration
relative sans dimension de I'acier en fusion introduit dans le moule a un instant présent.

Procédé selon la revendication 11 dans lequel, dans le calcul de la concentration relative sans dimension du centre
de la barre de coulée,

4=2 est appliqué au facteur d’interpolation et d’extrapolation (f,y) de I'équation 7 et

0,7+0,4 est appliqué au facteur d’interpolation et d’extrapolation (f,,4) de I'équation 9 pour calculer la concentration
relative sans dimension (C,4_out-center) @U CeNtre de la barre de coulée.

Procédé selon la revendication 11, dans lequel, dans le calcul de la concentration relative sans dimension du centre
de la barre de coulée,

2,2+0,6 est appliqué au facteur d’interpolation et d’extrapolation (f,4) de I'équation 7 et

0,5+0,2 est appliqué au facteur d’interpolation et d’extrapolation (f,,,4) de I'équation 9 pour calculer la concentration
relative sans dimension (C,4_out-surface) @ 18 surface de la barre de coulée.

Procédé selon la revendication 11, dans lequel une densité a I'état liquide de I'acier en fusion est utilisée comme
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valeur de densité (p| ) dans les équations 5, 6 et 8, et
une valeur de 7000 kg/m3 a 7400 kg/m3 est utilisée comme densité de I'acier en fusion.

Procédé selon la revendication 1 ou 2, comprenant en outre :

le réglage d’'une position dans la barre de coulée dans laquelle la concentration relative sans dimension de la
surface de la barre de coulée commence a étre obtenue et

le réglage d’'une position dans la barre de coulée dans laquelle la concentration relative sans dimension du
centre de la barre de coulée commence a étre obtenue,

une position dans la barre de coulée au moment de I'ouverture de la poche de coulée suivante étant réglée a
la position dans laquelle la concentration relative sans dimension a la surface de la barre de coulée commence
a étre obtenue, et

une position a -4+=4 m de la position dans la barre de coulée au moment de I'ouverture de la poche de coulée
suivante est réglée a la position dans laquelle la concentration relative sans dimension au centre de la barre
de coulée commence a étre obtenue.

Procédé selon la revendication 15 dans lequel, dans le calcul de la position dans le sens longitudinal de la barre
de coulée ayant la concentration relative sans dimension obtenue de la surface, la position est calculée selon
I'équation 10 dans laquelle un débit volumique (Q,,4.o,t) d€ I'acier en fusion sortant du moule est divisé par le produit
d’une aire de section (A,4) de la barre de coulée et de la densité 3 I'état solide (p) de I'acier en fusion,

Qm =0 X p
L(H A =L+ —2E2 2Ly

[équation 10] Ama* ps

ou Qp4.out €St un débit volumique de I'acier en fusion sortant du moule, A4 est une aire de section de la barre de
coulée et p est la densité a I'état solide de I'acier en fusion, pour laquelle une valeur de 7600 kg/m3 & 8000 kg/m?3
est utilisée.

Procédé selon la revendication 16 dans lequel, dans le calcul de la position dans le sens longitudinal de la barre
de coulée ayant la concentration relative sans dimension obtenue au centre, une position a -4=4 m de la position
ayant la concentration relative sans dimension obtenue a la surface estréglée comme position ayant la concentration
relative sans dimension au centre.

Procédé selon la revendication 17, dans lequel une région allant d’'un point de la barre de coulée auquel la concen-
tration relative sans dimension au centre de la barre de coulée obtenue entemps réel atteintla premiere concentration
de référence a un point de la barre de coulée auquel la concentration relative sans dimension au centre de la barre
de coulée obtenue en temps réel atteint la deuxiéme concentration de référence est prédite comme la partie mé-
langée.

Procédé selon la revendication 17, comprenant en outre :

le réglage du point de la barre de coulée auquel la concentration relative sans dimension au centre de la barre
de coulée obtenue en temps réel atteint la premiére concentration de référence comme premiére position de
coupure ;

le réglage du point de la barre de coulée auquel la concentration relative sans dimension a la surface de la
barre de coulée obtenue en temps réel atteint la deuxiéme concentration de référence comme une deuxieme
position de coupure ; et

la coupure de la partie mélangée en coupant la barre de coulée respectivement dans la premiéere position de
coupure et la deuxiéme position de coupure.

Procédé selon la revendication 1 ou 2, dans lequel la prédiction de la partie mélangée de la barre de coulée et la
coupure de la partie mélangée prédite sont réalisées comme un processus en ligne.
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[Fig.7]
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[Fig.8]
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[Fig.11]
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[Fig.12]

( START )

CALCULATE INLET VOLUMETRIC FLOW(Qtd-in)
OF SUBSEQUENT STEEL IN TUNDISH ——S411
[EQUATION 5]

CALCULATE AVERAGE DIMENSIONLESS RELATIVE
CONCENTRATION(C td-ave(t+at)) OF MOLTEN
STEEL IN THE TUNDISH AT CURRENT TIME

[EQUATION 6]

—— 5412

CALCULATE DIMENSIONLESS RELATIVE
CONCENTRATION(Ctd-out(t+at) OF THE MOLTEN
STEEL DISCHARGED FROM THE TUNDISH AT CURRENT TIME
[EQUATION 7]

— 5413

CALCULATING AVERAGE DIMENSIONLESS RELATIVE
CONCENTRATION (Cmd-ave(t+at))OF THE MOLTEN

STEEL IN THE MOLD AT CURRENT TIME
[EQUATION 8]

— S414

CALCULATING DIMENSIONLESS RELATIVE
CONCENTRATION(C md-out(t+at)JOF THE STRAND

DISCHARGED FROM THE MOLD AT CURRENT TIME — 5415
[EQUATION 9]

END
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[Fig.13]
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[Fig.15]

Process Capability Analysis for CTQ

Obeserved Performance Expected Performance
PPM < LSL PPM < LSL
PPM < USL  389477.91 PPM < USL  499705.80

PPM Total 389477.91 PPM Total 499705.80
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