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Fig.1. Solidification of the runner. (Diamer;5cm)
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Table 1. Main casting conditions of steels.

. Casting temperature . Casting speed Secondary water

Kind of s?eel (°C) (mm/min) quantity (t/hr)
Austenitic stainless steel 1520~1540 1300~1400 8 ~12
Ferritic stainless steel 1530~1550 1000~1300 5~ 8
Low carbon steel (S 15.C) 1560~1580 1300~1400 8 ~12
High carbon steel (60 C) 1510~1530 800~1000 4~ 6
Low alloy steel (SCM4) 1500~1520 900~1100 7~ 9
Bearing steel (SUJ2) 1450~ 1500 600~ 900 3~ 5
High speed steel (SKH9) 1450~1500 600~ 900 1~ 3
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Table 2. Mechanical properties of products rolled from continuous casting ingots of austenitic
‘ stainless steel.
Tensile test Torsion test
Kind of | Roll size ;
YS TS max | Heat treatment | Remarks
R.A. | Number to
.} . steel mm f (klgn/ln2 (klgn/rnz) El (%) (%) fracture nliz-r{lsr?lt .
%
208 562 80 76 1100°C X 2hr Continuous
208 56*7 78 75 —_— — w.Q. casting
38
» ‘ 21°1 570 76 75 — —_— ” Ordinary*!
‘AISI 209 562 76 75 castmg
304 57°3 64 73 19°5 410 | 1100°C x0'5h ' Continuous
e 581 65 73 19°5 415 w.Q casting
. 7
’ — | 583 64 74 18°0 415 » Ordinary*?
57°9 | &6 74 18*5 415 Casting
 — 60°3 13 69 _ —— 11070°C X 0'5hr0.Q.! Continuous
AISI -
7 — 59°7 14 70 —_— —— | 750°Cx0°5hrA.C.| casting
434A : 61°0 “ 5 70 — _— P Ordinary*3
— | 590 14 | 7 —- — casting
bloming rolling
L *1 Electrie are furnace 3t ingot —— 130§ — 38§
L bloming rolling bloming rolling
*2 3t ingot — 110§ — 74 *  2+51t ingot —— 1104 — 74
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Table 3. Properties of products rolled from continuous casting ingots of SKHO.

Roll size|Austenite |Digtri Cleanli- | Presence of tusion o
: bution of ness ‘Fracture [P€Carbu- |Abnormall o oo o
mm § |grain size| carbide aéo(ﬁ/“fo 1230°C | 1250°C rization| carbide
L (7] -
84 Good 007 None A little Good None None Contxtr.mous
34 L . O C;S lng*l )
. . : rdinary
8°2 Good 0°09 None A little Good None None casting
8*9 Good 0°08 None | A little Good | None None Contlltx}uous
22 " ; Oc(:;s 1ng*1
. . . rdinary
'Z 9 Good 0°10 None A little Good None None casting
: 12°9 | Good © 007 None A little Good None None Contlx}uous
7 - casting
' - . : . Ordinary*!
10’1 Good 0°07 None A little Good None None . casting
forging rolling

*t  Induction furnace 300kg ingot — 108§ — 34, 22, 7§
Table 4. Mechamical properties rolled from continuous casting ingots of low alloy and
’ carbon steels. ‘

o s _ Tensile test Impact
Klsl}fgel()f Rfrllmi;ze s . s | (k;?rlll;e Halll(li: esstregciént Remarks
) El (%) R. A. (‘70) cmg)
(kg /mm?)(kg /mm?)
107 117 20 51 9 337 |sg0°c 0. Q. | Continuous
' ‘ ! :
: 630°C O.T. i
SCMa4 30 108 120 19 48 8 340 casting
100 114 22 50 8 330 P Ordinary*?
101 114 22 53 9 332 . casting
58 95 11 39 — — 27i5r°c><5min Continuous
55 94 10 36 — — patenting| casting
60C 5°5 : -
56 96 13 42 — — » Ordinary*2
55 . %4 12 41 — — casting
32 47 23 75 — — Continuous
- 36 48 24 72 — —  |As rolled ™ ting
S10C 55
31 48 24 77 — — » Ordinary*3
31 47 25 72 — —_ casting
bloming rolling
*1  Electric arc furnace 4t ingot — 1304 — 30§
bloming rolling
*2 1., D. converter 6t ingot — 110§ — 5°5 ¢
bloming rolling
* L. D. Converter 4°5t ingot — 110§ — 5°5 ¢
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