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Abstract

Strip continuous casting suggests that we can produce strip by compressing solidification
profiles which are formed on the surfaces of two rolls, and so it says if rolling rate is gets larger,
the mechanical properties will be improved. However, actually there are some difficulties in roller
intensity, and roll slip makes it impossible to produce strip. The study will argue about the
relation casting condition and surface quality of cast production which is achieved by
experimental method that cools the internal part of two rotating rolls and pours equal widthed
molten pool directly through a wedge shaped nozzle. It is very difficult to measure cooling rate
in width direction of strip experimentally, so it is needed to measure it theoretically. The cooling
rate in width direction of strip calculated with two dimension solidification analysis, and clarified
the relation solidification structure and experimental hardnees.
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Fig. 1 Experimental apparatus for direct rolling
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