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TECHNOLOGICAL INTRODUCTION ABOUT CONTINUOUS CASTING
AND CONTINUOUSROLLING FOR HOT STRIP IN VAI
REN Ji-tang, CHEN Lian-sheng
(Department of Metallurgy, Hebei Institute of Technology, Tangshan, Hebei, 063009)
Abstract: It is considered that medium thick slab or sheet billet should be adopted for various users demandsin

continuous casting and continuous rolling of hot strip in VAI. It is introduced the characteristic of above
technology and production line configuration in VAL.
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