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Horizontal Continuous Casting Processes—State of the Arts

and Future Trend
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Fig. 1. Schematic flow of development of horizontal continuous casters.
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Fig. 2. Types of development of horizontal
continuous casting®.
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Table 1. Summary of characteristics of various horizontal continuous casters.

Break ring Mold Withdrawal Maximumn billet
Company (B/R) pattern*? size (mm)

material Material Coating Condition*! (machine*3) round square
General Motors® BN Cu-Be Graphite S 1P S0
Technica-Guss plant!® BN Cu-Be Graphite S IP (HR,DC) 205 200
Béhler® BN Cu Graphite S IP (HR) 200 200
VOEST-ALPINE %V BN Cu Graphite S IP (DC) 260 160
Mannesmann Demag?®’ BN comp. Cu Graphite S IP (H]) 220 220
Kawasaki Heavy Industries®® BN Cu Graphite S IP 96 120
Davy Loewy!V5® SisN, Cu MoS, S IP (HR) 150 95

Lubricant
Nippon Kokan™!® SIALON Cu-Cr-Zr prier S IP (HR) 330 250
to casting

Ukranian Metals Research®® Graphite Cu (0] C 200 200
Danieli*®> Graphite Cu S IP (DC) 200 200
Sumitomo Metal¥> 17> 20) 8% SizN,~AIN-BN Cu Ni+ (CF), S I (HR) 328 180
Kobe Stee]13)%6) BN comp. Cu MoS,; S 1(DC) 150 150
IRSID % SigNg Cu MoS;, 85
Stewarts und Lloyds®» B/R free S 150
Krupp Stahl!® BN Cu o C 100
VNIImetmash (UUSR) 38> B/R free Cu 0] C 400
Technicon®’ Cu (o] C 140 203

*1 S: stationary, O: oscillating,

*2 IP: intermittent withdrawal with push back, I: intermittent withdrawal without push back, C: continuous linear withdrawal,

*3 DC : DC motor-driven pinch rolls, HR: hydraulic driven pinch rolls, HJ: hydraulic clamping jaws
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Fig. 15. Strand and mold movement with differ-
ent horizontal casting processes!?),
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