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The Horizontal Continuous Casting with Heated Mold
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1. Level control bar  2.3. Thermocouple(K-Type)
4. Heating mold 5. Guide 6. Water spray

7. Dummy bar 8. Pinch rolls 9. Cast rod

10. Cooling pipe  11. Chamber 12. Heater(body)
13. Crucible

~12l 1. Schematic diagram of the horizontal
continuous casting apparatus.

motor®. A x|t o]F A7|EF gt 889
HHS BHE Y9 duie £y dAHE

°,
o,
O
)
=
Jo
2
ol
N

I
o

H
|82 ZE leveling system

piolth wrhe)

o o8 rtEFFWH &0 LAEY. old
Yo Zo) ol §uo Su¥A grs 4
A 3t heating element & A} 835t 7FE T o] F
e B LEE B0l A& o A 5
BauolAel 48 2 oo} Akl oz AT F

(5)

I FREF A= AAG AdMe FEE
A wAE ol = EAlAo] gleE® WrF
st BovkRe] Bt Aol E HRE AT
Eal

S|

8 gm AZ7HA FAA
gol fAH1 i, dummy
HaAxo] k. oju - AHLS W44
2 BESAY £ Y2AaHdE Fol7|s ¥

= of FHAA FAIZITh o
o Tizboldl B]AbE AL
o7l A5 iAWl AA
ol x|t el <)

IEF A :
Dummy bar €doA 2173
o] g3l FHoR QEF

o 1 i
£ of
2 h
e HH
o, rie
= ¢
T
ox
%
g
>
off 2L
N Qb ojo oX

i_a

N

N

)

ol

filo

e

N

52

Kl

S
i
_i

o &
e e

I OWY ot T U

IS

o

ol

L

2,

X
4

=)

ot

o,

o

A

i
L2 e Ay

A E A

'Prk'
ER
=h

: H
R

g
2

>,

=
=
S
<
o
®
uls
N
ot
=
1o,
ofo
ot
tlo
1
r
o rlr IR

do ofp
g o

74 %, Al, Cu ¥ stainless rod 5°] d
A ALE 4 Qdon dummy barETe FAL
dummy bard] €31 HF2EH S5
AA "Hojx x| FEFRF Hol glow o]
g 3 #4 = X% =
* gt

29 2% Al rodAlFA] AHE-E dummy barE

S, 5
Py
PN
EN
-
=2



— 18— | 25 £Hy A5F2Y-AEE, 1%, 295

Z% vl:= mirror surfaceE 7}RA FHE @& F
Row, ol FHo WHe £ 2
49} 7ol A AAH U = 7
- A
= T

Ao AdHe Ae €
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12} 5. Correlation of mold temperature and casting
speed for optimum casting conditions at the
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2l 6. Correlation of cast rod diameter and casting
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The mold temperature was 690°C
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