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Horizontal Continuous Casting of Steel
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Fig. 4. Thermal distribution of break ring.
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Table 1. A guide table of properties of break ring materials.

1 \J
SiaN, [iNeBN g BN | ZrO,Mo
; . Reaction Hot Hot Zirconia
i\{deajga epcfopel tres Alumina | Zirconia | bonded ]:i?;gfii pressed pressed Molyb- E:i',‘sc‘;d
q silicon boron silicon boron denum St
nitride nitride nitride nitride cermet

1. High thermal

shock resistance x x A O O O O O
2. High thermal

stress resistance x x A O O O O O
3. High dimensional

accuracy and easy X X @) O x O % o)

finishing
4. High abrasion

resistance O O O O O O O A
5. High corrosion

resistance O O O O O O ? X

O :good, A :medium, X : bad
casting
direction
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D

Fig. 5. Operating sequence of closed-end mould
processb.
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Photo. 1. An example of hot tear.

inner
surface

Ni+CF
plating

Cu

Photo. 2. Micro-structure of Ni-CF plating?.
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Fig. 7. Friction coefficient of plating?.
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Fig. 8. Elevation of horizontal continuous casting machine of NKK1.
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Fig. 9. Elavation of horizontal continuous casting Machine of Sumitomo?.
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1. Ladle, 2. Metal receiver or tundish, 3. Nozzlec with gas burner, 4. Billet, 5. Mould, 6. Secondary
cooling zone, 7. Withdrawal mechanism, 8. Gas cutters, 9. Cut length of biller, 10. Roller table,
11. Tilting gear, 12. Runout table

Fig. 10. Elevation of horizontal continuous casting machine of USSR.
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Fig. 11. Temperature distribution on the mould!3),
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Photo. 7. Macro-structure of horizontal continuous casting round bhillet (SUS 304)7.
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