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On the Influence of Casting Rate on the

Temperature Difference between Steel
,Bath in Ladle and Casting Stream.

(Studies on the pouring temperature of steel

Noboru HIRAOKA, and Masayoshi FurRusawa.
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Fig. 1. Size and shape of model ladle (mni).
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tapping.
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Fig. 4. Temperature change of hot water in
upper and lower part of model ladle
and of casting stream in case of

small nozzle (3*5mm).
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Fig. 5. Influence of nozzle diameter (casting

rate) on the temperature difference
between bath in model ladle casting
stream.

b8V, COEBIEE FVEEEORE SHE LR T—
BEBDTWBIZDTHSH. 7 ANVTOEEIZ TR
BROZDLID B ISENERZRLU TR, SEHAN
WisWTEHMRNEAR XD 3 FEAROEBENELEEIQ
AORATEEEDLD TWVWT & 2ILHL 17,
FEREOERE? 7 A VE 5mm 6k ¢ 7mm KE LT
THHEALBSAROBEDOZE 2D, /X
NVEIRSU TEMEUIER 2 Fig. 5 KRS, BZoE
CWCHARE BRI ED SN S,

RO BB T A HERAEFEOFBICOVTEL OB
EREINTOBY, EROHEABRENEBEEDCS L

AERBHCIOTHEIN TS ER2E LN, A

HEOBELEATHIEIOOPRGBABREOHE L S
INTVELEWTFHINGDOT, SHRRIBEAREN T
SATZDOFHEOBEELZED T FETH 3 (BHHA
A UEBAREENA— 2 IBESAZEKRT ).
V. & = :
HERNEBEE L SHARRBEOZ B X I THAEE
OB ONWTET VERZITRS2I. ZOEEWRZD
R 2R E RETC ENT R 2. 2 L RBAMA
OEGHBROBMRBICIBENT 2H12A 5 LN TE I
' £ [
1) /NEFE - FRRE - SEf: & &80, 47 (1961) 1582
2) SR - IR g4, 49 (1963) 1388
3) FARH - SR - HR: gke#, 50 (1964) 518

L2/ HE G2 £2) TEE, 3T

(79) EREHFCHITIZBWELUHR
BEOHEICONT
HASE, BERm N0 YR
TR - OFHHE— - ZH #
Changes in Temperature of Molten
Steel and Mould during and after
Casting.  22/p8/~ /751l
. Kanichiro Cumaara, Genichi Usul,
and Takeshi Tapa.
L #& =y
PRI T AIEMO SR A BE, FENAEOEE T

— 221 —



