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Development of Cast Rolls by Horizontal Spin Casting Method

Y. C. Suh, J. W. Park, S. H. Kim

Abstract
Production of rolled steel has been growing partly supported by the advancement of rolls and rolling mills. Aiming at

the further improvement in roll performance, various new techniques such as centrifugal casting, double poured casting
cast steel, special build-up making, etc. have been introduced in the field of roll manufacture in these several years. The
present paper describes the development of horizontal cast rolls(sleeve and indefinite chilled roll) made by Hyundai Steel
and the results of mill tests. The developed rolls are contributing the improvement of final products.
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Fig. 1 Change in the manufacturing process and the
materials of cast rolls
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Fig. 2 Schematic drawing of horizontal centrifugal
caster

Table 1 Specifications of horizontal centrifugal caster

T T8 AFS
o kW AC 300
A o] BF 2] 7he A of
A n) 9174 (mm) 1000
£ Rpm < 1100
-4 (mm) 1900-2500
=3 (Mold) <45E
# 274 (mm) 600
A= H v 7 (mm) 1480
2 o] (mm) 1900-2700
TUFTF(E) < 20

TUTH 71FeE oF 20F ol3tE £ A &
d roll o] 7FedtEF HAHJCH, 1Y 3% 2
o] 9|70l W& AMFL AZXT 5ol roller gap
ZAW g3 AT A=) IJHHEF
&t

2.2 A4
+H2 dAFzY ALHE 948 A
3 7o, AozRE £ HLHE dAHS
roller 9 3] Aol nl#ste] Frlatm] dwrzoz
°F 100-150 G #kol H&H 1 Ao},
1787000x G N —NxZ2 (D
D, r D,
714, N& 589 3A5(rpm), N roller
HF, GE za vl<=, DE 3389 274 (mm),

D2 589 WH, D2 roller B2 olt},
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Fig. 3 Method for determining roller gap(L) with
various mould sizes under constant angle
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Fig. 4 Schematic drawings of universal rolling and
composite roll
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Fig. 5§ Typical microstructure of sleeve roils made by
different centrifugal casting method
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Fig. 6 Roll simulator and surface roughness of sleeve
rolls after rolling by simulator
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Fig. 7 Schematic drawings of core pouring process
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Fig. 8 Typical microstructure of indefinite chilled
rolls made by different centrifugal casting
method
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