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Fig.1. An example of solidified shell
thickness of 1.2% C steel.

* 18K - of emin)

Heat flux of mold

Casting Speed (m.min)

Fig. 2. Relationship between casting speed
and heat flux of mold.
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Fig.4. Effect of improvment on = Casting Speed (m/min_)_ .
transverse crack. Fig. 3. Relationship between Specific cooling
water and Casting speed.
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