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Table 1 Test condition
teel 2r CPC LOW
run no. mold width casting speed -—%%S—Egggg—— Zrzze ) e -
1 1050 mm 1.6 mpm 35t 85t  MC Al-K v A
2 1200 mm 1.6 wpm 32t 68t MC Al-Si-K o =

Table 2 Marker roll position

1st 2nd 3rd 4th
35 47 UBP UBP 53 UBP UBP 58 112

roll no.

Surface strain (%)
[=)

distance from
meniscus (m)

10.1 14.2 14.5 15.6 16.3 16.6 17.7 18.0 36.9

UBP

radius of 47 53 58 112 after
strand (m) 10.5 12 16 30 * Roll NoO. cooling

Fig. 1 Change of surface strain
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Fig. 2 Relation between strain in
drawing direction and strain
in transverse direction
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