86— A 175
=t 9 BRLBREOEBRR L SEXSEROIEY A VIEHOHE
HA#AE® R KEFB T8 JIEAR
& LBt O K& TRib)Il &
RERHERE WBRE= BLEIELRE PNMEE
1. #%
HE, EFRSEes O TREEHEORMESLE - A V¥ —%2HME LIZHDR (Hot Direct Rolling)
OROHEEREOERLCPED ONTWVE, —F, BESET CRSEVWESHEO/ Y & —BIBHEHE
TLSHATERBSHRINZRRSHEBE £ - T3, YHCRSsMmEBclTs Z@HE "
BESER VL —OBREY 25D RT->TEN, CAOOKEXBILS BESECSAL, B 2.5
M fin oD BB SRS EHT % BEIL L 72,
2. $E /SHEOMBCET 5 ERNET O
2.1 FRiTFk
Fig.1 S8 " SGHEAOBMBRBOEXN2RT, BIFTE 7 VORMBE L THR SBHEcE/ v 4
—BRYEEL, BEY - VEITRBEBMRE, SREATCIEARREBTH» L EIRELL, SGEHEEFHO
B EB D RE Sy & —BERTR2BE2REBRES ., 20BE R, BE~ Y4 —BERD 2 A
BrAOwELWE Uc, S0, BN EEISSREE & Bk Y 4 — K
REAEOMTRC2BEZEERBEBE Uiz, RCKEERE N L H '—_T
Vm=2xAfcos2xft

|

EEBDOHEFELR T, 8 SGHMO/ v 4 —BEEd 2 Ifw&ﬁ;w
BRI (BIKEEE ; Vo, BB LR A, S5 —FH; 1 [\ Molten stee
a) FOREAZBUBMBEHOO Y S —HBBQEZAVTEHET 2
Bo ICHBINBMMET — 4 b 6 BE © = v/ ST 0B E 5 =
TeEtEL, v VERRAEBEET, SRA Y ¥ -—REEET: 2K
DB, COT, eBI IV —DOBEMEBEET» OSSR HM mmﬂW: Tﬂ#d
DY & —Bde 2HET 2, WEBEBNL I BG4 —B Solid”flux |
OYEEEH 7 2 BOTRATHEL 2,
Fig.1 Schematic view between mould

fe (8 /ch) = 7 « (Vm — Vg ) / dy s (1) wall and solidified shell
LTV RORBHEETH b, —F ., BAEED f 12 ER '
iRk ER TRATHET X 3, 140

fL (g/crﬁ ) = 7g PFe ......................................................... (2) p°Wd‘iLe_\ powder : C

120 |-
LCLTrs idF8 BEHE SO —HOBEKEBRY CHH, BLZ

100+
0.25P L fRE LI, Pre BEHMBETH 2, = 25 2b LR

T

S

- - (
PBCfelfsE 2EHEL, NIVADHEEZ b - TZFOABITH T - 80 / fl(P)/MN)
5%@/%#{@@@%73&[,?:0 ng%b%x:xﬁxb)gﬁg 60 |- / //
BRG S TR LSS TO total BEEEN & 25, s “of y
2.2 HERR S ol A

Fig. 2 G €U 5 4 T2 M)y F(PS)K, ##772+y ol ===t o 4 4 |
O 0 20 30 40 50 60 70 80

vy 7(NS) BROBREBEENORKE (BB RO ) & EARER

J1x =27 25 DEMIINLT T oy FU, EXEY &

—AB L EXE, EMA ST 4 —C(Table 1BK) 2BV 1285

EOFHEREREZRLIL, & b, BRI EHTIIl, <fsTd b KK

Distance from menisens (cm)

Fig.2 Distribution of fz (P) f£(N) and

fs in the mould(calculated)




86— A 176
BWEH, ERTHCRfs<f 2 BREBPIENTH S, £
7o, NSHEZP SEF X bR & g R MoEREE /NI VD)
RCHBEan L 303 2, S EMO BAEBEEESIKK
47, [EXEHEE - ERACYE —CEAORLSECE, SRERO
WABEEDS L b/ b, total OBEBEN /NI LB L
BFREING,

2.3 x>

5 TON sREAEEEEME 2 IV THE SSHEOBEENZ/EL, B
SRFEREO R 4R RE L ic. RBRMHF £2Tablelic/Rd, # =
2B ALRVAEE (FEEPHE 750~ 500m) L, I 5L/
Y& —OWtt (RS, Bl 2EA LY, BEEER
o, EHEEERO D 288 2ES ¢z, Fig. 8 iRE)T —
T LEHRECRB L e — FeACHEIL g ahoERNE
ZEAL (B6F) /85 Fr RSl o0 BRI 0 + S5 BUIRE) O MR )) L BTR DETEF
Wi ko0 EHE L -SRI N & SRS o E I H o FHEME (iR
@m%g)t®ﬁt%&ﬁbfﬁbtoﬁﬁﬁt%ﬁﬁéuﬁ<
B U7, Fig. 4123 P SB, N SEOBAEENOXRAME G
Eﬁ%&@bfﬁbtoFw,qu%n%n,Ps%,Nsﬁ
OB KEETTHS, ERMEEFEBEIRS—BUTHY, #
MEHEIRE Ly, EfA, EXE V¥ - 2EALIH
TR EEABERLEESBLN, BIFEF VORAE LR
BTal.

3. BHESERORESTIESEE

3.1 HHMER
BRRESERCE BB, v —OHBESRITLINLD,
GRINEEERETLARE L -2 77 PBRELB K%,
Fig. 5 SEMANTRAET SEENLREY = VEX D, ¥ 2 ViT
D HBIEBIGH of 2EHEBEL, L LVOEEBEEL SHEINS
FWOBERE op EHBLUTRUIL, RiCE A =AW A5 5om
tZOm@&E@%%%ﬁbtﬁ,5m®ﬁﬁfd%2L8m/
min Tof >0k 5505, 2 0emDONBTREIRB>04TH S, *
S22 AEFOL - VIBRICE AR, BB LB 0 HRRROD
ﬁﬁtﬁﬁ@éﬁbfmaocwctwa,ﬁibtgﬁﬁﬁ%
ﬁémmx:xﬁx@?@ﬁ%@%ﬁ%ﬁmgﬂac&ﬁﬁ%f
BB, (DEXd bRl 2ETS 2w, EXEE, EBR/SY
—OER, U —HBERPEOTHEERMFORR, Vm-Ve &
NI T2CEBEHTHY, FRORBFAFL UTI NS X%
FTUCPSBEtE2RELTACEBBELONG, —HEEY =V
CRERN 2P LBI L BEBH D, RATRINEAH
4 T2NY v TRV VYA VEBERAFULOEEE T AR

Table

1 Casting condition

Steel grade
| Casting_speed.

Oscillation

| 0.06%C, Sheet grade |
0.8m/min
+4mm , 100cpm

Mold powder

Mold effective

A | Tt=10607, Ni300:3.2°
| C l Tt= 860°C, Tizo0 = 1.0P

750mm, 600mm, 500mm

length, L
positive __| negative Vc=0.8m/min
_ 1340} l—_ strip l strip_"l +4mm, 00cpm
o
X 670
- o}
g | |
< -670 i I |
5 | | i
e '340[_ | | II measured —
! : | calcuiated —e—
v | | |
N | | Vms2xAfcos2xft
3 | | |
> ok ! !
i p B P A S
o
2

Fig.3 Comparison of measured and

calculated values of friction force.

S Powder A FIP)O

E F(N). //"O\
_|000F powder ¢ FIPIA 7 !
= F A A |
5 800 :mould effective /’
v

& length) _600mm //
£ 600} g =750mm
— //

Z 400t /

w e

T 200}

o &

| L ! L i
200 400 600 800 1000

F(P), FIN) {calculated), (kq)

Fig. 4 Compa

rison of measured and

calculated values of friction force.

pow

O (kg/mm?2)

0.6

NSR=67%

-—— Z= 5cm

—~——— 7Z=20cm

- .
{0.1%C steel)
der A

—
e —

-
1.0 1.4

V¢ (m/min)

Fig.5 Comparison of 0¢ with 0



\ o

e

BRETsINE LS 0 E LT,

Vs :ﬁ;z (VI — Ve ) dbt e, (8)
PED2R2RAKCHEST 2 72, S8 FARS TRHRERSX D
BATAFEE (%21 D HEERESR) 2L 12, Fig. 6
WS A VEEOHGRENEFEE EOBSN 2R T,

3.2 G5TON ABpEgriic X 53V 4 P HEOHERIRERY
HBRFEMH X Table 1 W/RLIZEZHFLEEIAU TH %05, SBHIE
BIEEE LT, BEEXR (Fig. 6 FO )2 BA50 %% CELS
B, ARESHOSFHIRFZERTCBEORBEE 2»RBRTa 3
IHCBR-MEY—FHFRE2HOIZ, v F—ARFEHL, &
BEHRT50mD B EGOHMANERE N % Fig. 7T —(DIRRT,
VA BT D REEREIZ4 0 %87 35 total D EEE
NELTRRAFRES, Tubb s HRBEORDICLLE BT
CHOBOBHBE LV, - TERNCBRETRcT I, K&
W - BERS S —C2FHAL, Bitx =287 2L N)L%250
m R TR EHES00mic U, total OEEEEIIC 5 3 IKIAEE
BHOREG2HEMIBIZERZITL 12, COBEDOERNER
NHHOHEM% Fig. T-(QXRT. N bbb 3 L 5T
WE CHREBEEL S DIEST A CERICE AEBRNERDESRKRE
Tx3:FPBINS, Fig. 8iwcghiah, S5BUIREN = — N 2IEv 1 o
BIFCEBUILEOD total DEEB N ORZREEf 2 RUIZ, FEH 4
vEBRIT AT itk htotal OBEESIZ20~30 AL,
4. FH 4 CEBEEORBL S SHEEH~0BH Y

AIBDHY 1 REVERBECSOTHESELZVDES
PERET2ENTRE2EESH CEBMOEY 4 VBB &
PEEREBLUID CORKE, MESECREL 28120 TEIWL
5 BEHEMICIHES 1 VIRBIEEERALIZ, UTEL 5 B&EE
BOBEFSECHEI 1 VIRB2EHLILERo>VWTR~3,
4.1 SHEFHEHAEBEHE

Table 2 CHBRFERHEZTR T, SIRERIER 2.5 minT
bYH, REBPEE UTHES A CHERK 187 L40%D 2 BEH DI
B4 CEERBOZ, $12, RO —HAR, FrL—v v
— /7 BOREHEBRAE, FU SHBOBEENL L OHEREWR
ROMOPERZL, REBEFECIZZERZ2BAELI,

4.2 HRBPICEE

(1) o &—HAE Fig. 9 CIRBIEE 2 /%5 x — 4 LT
N L —HBRBLEIRERE OBEFZER LI, V14 v FEE2A
WaE, RS -—HMBEBEOBMAPRILNEETIREL T 0.3k
U By S —HBEBVHERTX S,

(2) S8 SFHEoEEN HRIRBIEBEOME > ) v 4 —

Fig, 6

86— A177

(a) 7

vm, V¢ N

non-sinusoidal sinusoidal

\ /

\ /,//’ t

/
- f 12 : Ve

b N

I~

Vg tmm)
non— sinusoidal oscillation
mode,

(@ displacement () velocity

Powder A fs
120~ =750mm

non-sinusoidal

801 sinusoidoll

40

20 40 60
[’Powder ¢ sinusoidal fs
L=500mm

N
o

f (g/cm?3)

4]
o
-

Y non-

40 “] sinusoidal

o s TSR N I
o] 20 40 60 80

Distance from meniscus (cm)

Fig, 7 Effect of non—sinusoidal

Total friction (kg)

4004

300

100 Powder C

oscillation on friction force,

:%ﬁﬂﬂ¢AV*NVHrF

Key Oscillation mode

2001 O sinusoidal {s4mm, 100pm)

Ve=1.0m/min ® non-sinusoidal {24mm, 100cpm)
=40%
L=500mm fa-40%

o~

. s . L
180 200 220 240 260
time [sec)

Fig. 8 Change in mold friction force

during casting,

Table 2 Casting condition
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