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Photo. 1. Macro structure and sulfur print.
(%x1/8 Copper ammonium chloride eroded)
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Photo. 2 ‘The micro structuife of rolling direction.
(x100(1/2) 2 % Nital etched) .
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Fig. 1. Comparison of amounts of non-
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Fig. 2. Distribution of inclusion in testjspeci-
mens by size. Left diagram shows a
comparison of continuous cast slab
and conventional slab. Right diagram
shows a comparison of continuous :cast
"ingot with same diameter.
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Effect of casting conditions on the

Table 1.
hardness of ingot surface.
. . S Hardness of ingot
Mam castmg}condxtlons surface (HRc)
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teal?ffg— (fgﬁ/d quantity | Top [Middle Bottom
oC - (I/kg of
°C) min) steel
1500 950 0°09 | 36~37| 36~37| 35~37
1510 1000 020 36~40| 35~40] 35~39
1490 1000 - 1°00 36~41| 36~42, 36~42
1490 1000 133 40~44| 37~43} 38~44
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