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An Analysis of Hot-Rolling in the Twin—Roll
Strip Casting Process by using the Slab
Method

Hyub Bo Shim
Dept. of Mechanical Engineering, YeungNam University

ABSTRACT

In this paper, the slab method have been applied to investigate the strip
casting process in which hot coil is produced from molten steel directly. In the
twin roll strip casting process, molten steel supplied by the nozzle cools and
solidifies due to the heat extraction effect of the rolls and hot rolling of the
solidified shell takes place simultaneously. The analysis of hot rolling has been
carried out by using the existing results of solidification analysis for the twin roll
strip casting process. The current slab method provides basic design data such as
roll separation force, rolling torque, rolling power as well as end dam separation
force which are required to design strip caster. The effect of friction on the basic
process parameters are investigated also. It is shown that the use of appropriate
friction coefficient is important and that the characteristics of hot rolling in the
twin-roll strip casting process is quite different from the conventional hot rolling
processes. '
Keywords : slab Method, strip casting (2}2t$=), hot-rolling(d 7t3t4l), end dam
separation force (= H2]¥) '
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casting) W F2(slab mill)& AXAY, ZEE d&4FZ FHL AR &elH(slab)
F 47 9 IAYAst= AP0 T o]Fojx|3 glon o]y YA TAHE AM &
H|2}7} Whes FF ] ghalg Adabsta ok g o)yt Al AL oy
4|8, ZXGePy] W dujexiu]Fo] A=A L0857 o PAUIE EUT
U= AMEL AL shaj At FA o] ge] WastA Ealch olF wlEmkEX(strip
casting) F3& 1% 1o] UePA ulg} o] &7} (molten steel )28 HE Y 33
Y(hot coil)& Biljtel] wiel Feie] 2I/EI/ANYY e AHFZ/ATUYA
FEE A8E0) e TdUIFFLE At A7y v &Y Mg Bz AU
A FAFojct wwEzR FAHL whHEH(single-roll), &Y (twin roll), HE-§ ¥
Y (belt-roll) 22 A Urold £ glov} A= T Erjole] £74& T
F3t 2AE Bt S0l 7 FAol W2 RoE yehy dxl gEd 4
NEZYPL R FEAL g3tz gt
BEA RieEx AL Oy 29 o] AN e F AY FAlolY Y
(roll sump)oll k&(nozzle)& B3l &g FUSIY AH BIYS BAdhe= 33
ojtl, & whio g AL Ut F EAlojd] Fol FUY 8732 B3} %
st JZxe] §avt AlFtEe] e HFAMED o} §IZ(solidified
shell)Z &9 A, & A Zol wet A AR ol & oA Ao
H §317:2 kiss pointofl A THRAM LS HEU 22+ Algsto spPstn =¥
roll nip& F33}7] #3td FHA7l Sol=e AR E AXA Hrh o|uf kiss point
M= SN EH (solidus temperature)7} H o roll nipg H3le] 2R LT o]at
o] stripe] (&t&7}olL} stainlessZte] Z9 <F 1100T H2) Y&l w2ty %E
gteEz FEL T2 dAUAE Ao XY= FFLeE AU 471 e
53] 43dde] mato) o3 43y, U9 torqueFo] HARIch
ER A ARl FA BARES Zol W FUI A4 FUIE Yehdrl
oju A YA E stripd] FHol n|3t] & Fo] Zo] Fyyro A4
277t "HyEle stripe] &2 2AdF T oluel ol FFA IAA EAVF HA o
o, dAZFHoAE tite] ¢4 stando] 23 ALAQ o] o]Fojx=y A
stand®} stand Alololli= Ao L3t Qo] 233 FHo Fs|of ule} Fuiyr 3
T8 ZA2E /HHLE Z9Ut Wk ey iR ZRM= 33 5448 Ay
L Yol g7l Wil o] &3] FMH(side spread)o] WABSH F7
Fo] &4 FHrl AAA Hol EuigoE $azo] F&o| VBl ol E&H S
22 roll sump& BA317] 913t &9 Y&FHE UE3= d=%(end dam)E W)
UA S §3 A=drjolo] BAE FUAA FFHLEE o] BAE £ /2
AlZ|A Hch oleyt &7 §&2 F2H strip¥ ol edge flashall Eel$+=
Ao]g FZAINAYU o metdEs dedg mdAA qunFzgye FUe
7IRE& = Yo Ytz FAHe Adufo] 2P MU F¥E vl A Yr) uly F
ZZ3Y HFE A%l 7Y REL YopFolof 3l ol dloE A=W
A Yoz sl HHAE YolFojof rl ojnf FXHAE 97 §i3lod A=
U ey gog siglstd UMEER ¥ A=we miete fu 9§31 nhde
A% §549e] i 9 ¢dEHY F7HE HuUAFI, A2Yoem sgdstd A28
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YL o 4T HFA qiFEE FHY A7 4 44
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EAAE ATl EAHl Adrh

£ =Roide gEuyge siPes whitez FFF ¢, 4 torque,
dE FHFE T3] 91%ted 234 slab method® 183193, 879 FEE L2
d=dig BRIV A A3 d=d /RN FEHYE A% A 23y
B fE3AL, ol& Aol steeldd && AHSY AUFZI Y ALY F
US\g olg3te] A4t STS 30472 wUREZE FHol oY UL A +3
stgdct.

2. dE¥Y AHY

58S 44 HES A WA BAHE Ao YoM Foin WY
8 9 HY¥E &0 o3 Ayt @A HPAYolgt ¥ olF WY U
it MYo g duHch

A2l vy e Frlo] mel AUUETL wold AL UdAdo] oA
He JFEE Y g4de] WA 22 E WYY FUle] wel AHURI F3}
A HE utd 1Y 3os AHUET A4HE FHRT o] €A dUtd 717
237t ALYl us] ckx] 3] Q. whebd PHY A2 JHgElY 1Y
82 o] 2E2&go] o] i 25, ¥ FE, HYEYW HIYEZ 4
E FYHPch ity o® HHAYY HEEE U 229 VA= ok ol 3
] Zenner-Hollomon parameter Z 2] Zto® E¥Ho| sHesic)?. og7M 2

strain rate, Q&= activation energy, R& universal gas constanto]T}.

Z = 'seXp—RQT- (1)

7o 1A To] A¥E nAE Ujele YF K4, FRY I L v o
ferrite §3} & phase structureSo] ¢lou} ¢utalog elAsr2 WY TR0
WAY 2271 #& Aol v A9 strengthening o Uiyt ©lA{ZY] 43y 32
oL} MEEgo]  AeE utayato] F%tel ulel(F3] 0.4% o3}) n&FHETL
F7kstA "l weld 43 ddY M fstdE 2<% 7 HBAYE dd
Haol 7o) HYRge] 4 FHSHE Ao| Wit gLt ©AZY Fe= o
B JEULY U Hagyges Y HIAYE dawPY U4E EQY
o ALg-& Bl 9o} stainless 7o A ® 71 948 Mo JAY 4
o] A watd 471 A7 wiEel 1 FF/7t vi$ cidste] Aol 3t T WY
Agtg AR P08 FYPsIIE vif ol dutHoR 7 JE FFol o
¢ HYAYY & AHESIAL gt
uigbEz ZHo| Fefo] YubHe E YA o7t U] wiEe JIEY o
2+ gasidol AMSE2 HEAY FF HEPAE IR ARE3ldde Tt
e zg P o] FHM JIEY AP S AHE7Fs €9 AESIAo} Rich

u}

e
o}
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CHe2 ez FA e Mol oyt HyAPA ] A87Hs FHEelth

2 H¥VE g A
23 FRLE( 1300C F2)et 27 FFLE(F 1100T BE)Abo]

ro
ki
olo
3
e e

= #Ho 25 ¥ A Aol sk
¥Eg : 2o 100 sec!

eta7to] chyt WY VAAL Shida W Misaka$ Vol 3] A¢H AHA o]
de] AHgE3 glon E E=RoME 97 HBAY Kol 2&, H¥E, HBES
Q erarakel 3h42 FUSE Shidad] HPAE AHE3HATh

_ e 3" 2 ) =y 2
K = K (13 (G5) - 03(g5 ) (f) Geahfmm®) (2)
A7 A
K=0.28exp(-%' - —C_%) (t 2 tg)
m = (-0019C + 0.126) ¢t + ( 0.075C - 0050) (¢t = tg)
K = 0.28'g'exp(-?—d - _C%O})—OS) (t £ tg)
= (- - - _ 00207
m = (-0081C - 0.154) t + (-0019C + 0207) + —= 0= (¢ < )
- _ C + 049 \2 C + 0.06
g-30(C+09) (t-0% 58] + Som
_ _T(C K ] C + 041
t= o0 ¢ W7 0B EIomx

2]2] ShidaAl® cam plastomer® %4 ¥aF 0.01% oA 0.8% He] 871x] 2%
off thstel AP =2l Ul 0.2 olN 30 sec”, WYEE 60 % 71x], L= U=
650 TollA 1200C 7} A3l regression method of 28} 8t A0 F 1200 T
ojate] =gl I 30 sec 'o WHREE WHAANE Gl fdout &Y o
E} AY¥Alo] ulsted 2 el 9 Hg U7 b Wl wiEol shida A& AHE7IE
L=

STS 304 stainless Zol th¥t QAzhds MNP A2 GFAHE T3t
#3524 (318 AAE ol &3t

Ky = 02381 % *Pexp (L) (kgpfmm®) (3)
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3. dzetd 334 Y

3.1 ¢

Kiss pointoll ] 3271 €¥8¥ 2142 & 3 Ao wle} roll nip2E Y&l
E3 olu} £t RAEWA o] o Ro| At mietM olaitt B o3
4 Ytz 3 AMojM Uste (roll separation force), Y@ EEI(rolling
torque)o] WARC} (2§ 2). E{ kiss pointol] ] 3] & $1H8EHY
(solidus temperature)&Xolil o] §31zh2 & ¥zt A jof 2)3] A3t Qo]
o]Folx ¢ 1000C BE7A] QZHo| roll gapd T3t Y&Hch weiMq ety
Z FAoNMY U model2 AEY 2= o4 FYolA o] o FojUthe Hel
A dagdes nygalyg 4 gk =23 URE RS YAESF ALFes 3
o] o]Fojx]7] wiEol @ HHABZIo] fiXlo] Wl A WY EF 2=4Y
o] &x 4ol LAVRAAA FN A= FAE AU glo] Uit 1A (e} 1000
T ¥2) A= Hoj7l gden =g Iyt dngde] A4 g EE
(reheating furnace)old ZF YA 71€d¥®, 2 £AE 2 AHE3t 9o
AAEZ LTHIE arka] Aslx] ¢7] wEol LWt gcia HEsE £
T A9} fdFolch

whebd Qubdel @ngtde] Mol ddFY =9 HIE A Ue
Hitchcock®] elliptic pressure distribution model™™, Orowanol] o}s] =jt®l
friction hill model B8 7]e} ZA}¥Q 34 WY o8 Bland®} Fordd ', Sims
4] ¥ slip line Hol &J%t w00 Moy 2lg el g1, 228 f¢Lae] ¢
g ouby Ao o) AURI} W& P ol 259 HAE 28 ¥ F 9
A& 4907 71 Yo g I ol W ko] £aFo dA Fyo} ¥
2] gz E& AMEsIIlolE o8& Heol At

o]% Bland®} Ford 4] W Sims 42 &3} strip Alo]] A& ¢ £X§ ¥
steta 7P3 st giddol o] foixlE A9 HATY WA AYMYL F U
o2 QI3 P WY og Algo| st WA de] AHEHI 9ot 28
U o] B =2 HIE 1Y £} §l7) wiel BukstA iz 33 8
Mol ARg37lols Rel7t grh weld £ =RoMes =0 HHE 2 5
oHAME AesHA ¢Sl % ¢4 torque, YAFTHE T £ A& PP AU}
gl 8 =EojM Hoffmanz}t Sachs "ofl 2J3) Mt 44 slab methodE o] %
33, slugd] 2 iAoMY SEEEE @AY PN E& o83l 3t £ 34
A olAT AAY AN ARE o] §3e, AT ANANY =0 AP AT
WY A YIS st 2xHHE a3l

3% 32 g9 B ANeERA, ¢dd Fo EAleold BN €L 3l o
= A3 Uehd Ro|t}. Roll nipl2RE x 9 x+dx o & & Alole] $Al dx
o] ®ol7l t A nlA slugE BABEAL. o] & rollof M Z4xe EHE 42 o
U o + da¥HE] #1217} "l

x3 Yool {3} YARiti PP xF WYL BE FUY £3HEY
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of 23} roll nipol M Azl xolME stripe] Vst PO 2 $gYPo o,
x + dxolldE o, +do, 7} ALYt LY 4 rh

ola} strip® HZZE az@ FWH stripd] HE T 0EREH aAlol7t ®
th. =3 strip FAlO] v rol18] A AHo] o}F A7 wfol FHZ az: vi¢
Zria B4y 4 9lth  Rollzt F&3he Edole YUY pot Coulomb nhid
up 7} Fg¥cin Bzl oA S FAlo|Y FolME npiEe) &os
g3l FURA EFAlole] oM E ool A& o g ¥3iA Heh ojuf o] n
£ Exell g3t §o By 2AoE By vl By Yol 3oy Ach

teo, = (t+dt)(oy +doy) + 2PR( sina + pcosa)da (4)

oml + £ FUAN &3 Al - £ FUAY FA0|Y RBo|r}. o] Ag
th Relsta

0,dt + dost = -2PRo(sina + pcosa) da (5)

EY sl BAZTE HWEFe uls BAe T A9 o o] BA

£ thgel deg Fojur)
t =t + 2Re(1 - cosa) (6)

71 ti= roll nipollM e FAl, & strip] 2F FAJ "Hch A (6)F vl

woig
(7)

Q= B Ny el 7HE3PHE von Mises ¥&

R (®)
& A3 ol Mg thl mEskd cheel Ag A + Aok
(9)

do, = 72§'d—(;o - dp
By LGPl U F Feshd HFHLoE ok

[+}

2 4% 2Ro (725- To sina + u cosa) da (10)

dp = 7§-d gp + t
FH02 ABVY F £AHoR ARSW FTAH swip Aol
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Q-'i‘ﬂ% ol 43 484 wdFx A9 47 ‘tl 34
—

of 2}-g3h= ¥ EX& T F UL, FA U EX& YHAY cisto
32 ¥ E 7Y 4 ok

3.2 ¢4d torque ¥ YAFH

dd 592 o4l A BlodAls VY AUt roll 3 HYARES opy
of g3t} SAUHE 49 Yo=M AAY 4 rh. YA=F] HYLS FALElY
stripo] ¢4 83t F&ol AWM I Pel UARTAN <ldo] APHrL o]
e #a2AL Achiygo] Hu strip] FAZ Hod A+H, & Fol F
245, UthEol 4% AhAYY A3y} HUch YRFz FYME strips]
FA7 & il 9 AAo] Az, Y3gol AV o] AW WY A= FA
3 e FARA, & 45 BN 2L3plE Yok

UYAEF roll nip & F3t] A UYrsks Mol wel AIMY LA He WU
A== thid] Heg ¥¥o| Hcl

W; = 1723'; ty vy de (11)

o] wj HYEZF N3o] Wz URE °l-83A stript] FAL & HAKE

Ust2] BAE thedl Ao Fojxn S BoldE &3 stripd] PU&x, & vl
ndol U o83

Vet =vrty= Upotn= U-ty (12)

ANNA t;, ta2 22 FFY FHHAMY stripd] FAE YEMI vy, a2

ert é—?& ZYHAMY stripe] APH{EEF Yepdch. =¥ §3 stripo] - P&
HE A% Ro® AAUE ol &3t 4 EUZ stripd] GEAJo] 23] oA
zl% 24 E dUR|E o3 B2 2o FPUc

W= 2] Tlvolas (13)

714 © &= &3} stripAlojo] 2Hg3h= olAY S8 Coulomb nhlY PAE )&
3t chge] Ao g ¥¥o| W}

T = up (14)

ol Aol uE bt A4l pE &3} strip Alojo] A& YPoT YAt
% AxozE FU gL ICE AEIHEE Yrh
&3 stripe] Ao4E Vo & chgd] 4L Fdo| Hrh

e tr+ Roga2 .\ _ a? - a?
vVu=v U_U(_tlﬁ_Rﬁﬁ 1)-UR0(W) (15)

Tl A ool £aFHE FYS A (11)228Y FolAle strip FAE
HIA Tl Bt BT @3 A (13)2HE Foix|= npilo] 23t £4tH
£ 49 Yeo= Yo Hrt
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J= Wi+ W, (16)
o] ¥31 ¢ T3} ¢4d torquestd] JAE=

. Ro -

= b J (17)

S 2XE F3te] Zrt

UREZZH L] FEY UstE S dBYY oz 2|30 317 wfFo E2
stripAlo]g] F{ZYo] YiH oz o} A7 Sl dujldolA 3o}
g SHBEYA} (roll flattening effect)E FABIT}

3.3 d=dl By

|37 88" gL ¢ddo] o|Fox|HA roll nip& whALRETh o] ¥t
daAztAola Fyposo] HWANNG {514 YoH FrYo) wAS L oyt
FHAL 872 F&ol| R edge flashd] WAL 7}A &t} welM edge flash?)
YRS W) A3l ddbPo] HAMY G o]Fojol 517 wiEe] HUHYF L 7
7171 13t = stripd] FYRoM AW IV ¥, & d=H J1gYo] Uast
tlh weld AR A= S PAwY e oz E 3l A 4 qlch

x&& strip] ZolYy, y&HE stripd] FANY, zHE strip FYYL=S
o, B8, om 2

Om = %(ox’fowoa) (18)

(o; —0,) =0 (19)

uteba] FE HYP L ol FI] AT 2F3UYY S 2(18)2) 4] (19)22 ¥
oz = —'%"(ox+°y) (20)

A714 strips] WolWosE npieo] H8stn FYPoE nhiel 2143
A QFETiL A1 SHE, Al (20)2RE FolAk 2AWYY YL A=Pozyy
Fbstoi . wely Wt A=Y AL o, Yol ol FolAE Wl Tisted
AEg 4uUoEA A 4 ATk F

F=[oda= 5[ (e:v0)aa (21)

7|4 Fe Fadg & A3l A8 A= Ik, As 38 2-(a)dA 4

o] o]Folx= Y stripd] THAE vehdct. A (21)2FEH Y A= Y

He stripe] FAYRL +ASAUY 0,9l 27 VALE Y WAT A2
2 ol WA WA} & stript] FA%E VAV DS ¥ 47 Ak
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<4Ye ol HEA EFE A A7 ¢4 A

4. Az 9 2%

WA vtz zgPel e etste, ¢ torque 223 YAFAE 73171 3t
e dA £33 d3E NS B3t LAY E WA WMo S ¥RF HA
¥ 37 BRY FRMY LEEEFTY] FRE €3 SIVRYY AXNENE 7|
3Pl BAE o] 83t AAUATEY U&FAE FUE 2 AYelMe F 350
mn, A7 750 mn, ‘3Z}5 FH N7} EH3} 60 mm, o] Steeldl HEM U
FZ710l dzte] g E +UY Y EY [14]19] QN AAE o] &3l iUt
33 N stach

dasidol ot AdzAL 4d&FLE, &FLE, W F2VEHAANY T
oln o] o} strip?] 25 FA W Zo| WLz MY} FAYYLE I 3
& AHg3t] AR Ao s

4.1 opiel #H3}

% 4= BAYFE 0.4%Q AMetA o 2 mme] strip& 35 MPM(meter per
minute), & S13Me] HAAZHE < KFEY ¢YilBol MYHE FRXEEE F2
g gl ot Coulomb ubRAI4 ne] Wsje] wiE Y] WHIE HAAFI Qi)
olu 35 MPMZ Sl A o %P =e] ¢U3t&o] WFHC nAALI E4F
UYL 73 YA A7 A Yo B olFHE d 4 ot HI FYPH
F-2oIM 9 friction hill®] Z7|= npAA$=e ZF7lo] ulet A HIPE HAF2
k.

395, 6 W 7] 72 478 RA0E FZ2Y Z-Fol vislo npAYe AME
Q7193 npd A4E 0.1, 0.2, 0.3 221 0.4 E oiYstae w g s,
g4 torque W ¢ FYoll mjx &= F¥E& ez gl

23 5= ob A A3 e] BAE Yeld Ao &I AU
5|, tBEAs7 SRS 43ty F/RITL ol F2R&EE UM it ¢t
Yol At AL FRESTL F7HETLF FAUEHY XTI HolA A Y3hEol
Solx7] WjEL® Uehd AT wciEn FUY FZXRAME opEA L] w3
of utel st e] jol7} AA HIHHUE RAF3 Q. EY ol npie] d¥yS
F24E7) LY4R FEUAE UL Ho{RD Yid olt FREEI} LA
A Yol F71tyl wifel] AN HFEFAHo| F713l friction hillo]
aA vehtr) dEos gAHhch

23 63t 3¢ 72 oA torque X YAFHo] iy niAHL AL Lepd R
L2 U3 oAV E FUY F22 A0 tiste] npiASTE FI13e ulel ¢4
torquel UYAFYHo] A F7HE HAF I Ut).

Uit e s FEH4PFRY FE F3FY uHASsE XY 24, & A&
Y, Augx, &%, A, EHRE, H¥: 4 F=A54 ot 3A gz
2ol npEAle A7 AAFTAI 1 FARE 23 AU B3t FH3A
Y, AAHZEo2RYH &Y 7| dataRHE A3} HdYo] A Xk ubEAS
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A4 8 =

o k& 23t UniA data@ TEI] AT Al chysts 3} AT 13
U Rz 330l 4uEE 4BUde A4S AT BAASE F3F L=Hd
7 $RAABIOIN o 1100 T W92} 22slo] glo} FFol ofsgol U, o4
obz} 2 ol UFel Y W] UV YYUAIIZHY 2ol ol &ol
wrt,

durz PRI §EY0 4y $7o] WAYLEN FHLEs F¥HO
2 o 1100T AEE A3y ool SEW] 437l s, neyuid At
strip®] A2teo] F Bulohlel &3 strip Alololt F¥AE A3 Y 47} @
7 wEel ohgzAe fWRAe] Fs| LR gulE AW 47t An olme
Coulonb®] BHIASE u = 0.4 FEE FAste] ol ASES Yk,

4.2 4tz FHof 48 YA 3y

UtEZZAHL 7|0 452y AYATES YUFFLR OB H3)
o AYsEls FALE gyt ©tA7 stainless S UMFZRFP o YAkl Ao
3% EXJ "l olF AuAZRE Adyoz P4 go] I wie] 14
2527} 14900l AL =7} 1529 TEA g4dz aatAdAlele 73, & 2 F
& (Mashy Zone)o] ¢} 29 T FER Fol §nFolA U&EHE €3] A7 wE
of 37t A goUA HEE F2EEE whE Holtl. thEHQ stainless FF
O8L SIS 3048 5 47} ¢gJon ol Austenite?] stainless 3o & X7l W47}
glo} AN =7 1395 C o] YA E} 1450 TE 2o F&Ho] ¢ 55 T Fxo]
22 Aetado] nidle] Wol F3A717] $18te] HEAFHoF & d&o] @I el
$37} AAE dojUA HEE FZETE AvhaFol Hlle] =7 F/4do] glrt,

IO 82 2 mn, 4 mm, 6 mm®] A¥HAZ}F B STS 304722 F2Y Ao U
etz DA g BAE UeRD R HIEY [14]04 ¥ AIAE RAF
2 orh Ao 2 FREE sty U4tE&e Ive AtthZge] & W
BoiF3 glon ol A HER LAFEH] P EAN Aol Jhesith

23 9 9 23 102 Coulomb m}HAS u = 0.4 =YF 22 F2 2 m, 4
mo, 6 mm®] AE¥rA7F W STS 304702 uighg F2Y ZF-fo YRHE 43YY 2
718 42 2459 ohE3tel BAE FHsidct. 1 92HE F2REEV F7
U5 d3igo] ZaAgE & £UR, FAV AALE5,F dsiygo] F/HEE RHAE
th 3% 102 skl whE ¢sl¥el HE RAFI gon 4shgol F45% ¢
3ol /1 B 3 glom F3] AurLZte] A9 4Fhgo] 10% o3 B¢
AL A= FAL Ny W guiEe] xole RAx|A] gth NI e
2 U ko] uisled FAo W= g3t & d¥& Holx] gLy SIS
30472 Fze] A9l vARe] FRAMC & YYE RHAET]L ol& stainless
B B4t dFog HHA Yo vrAT o) u|dl A Uehlr| wEo s Azd
=3

28 11 ¥ 23 12+ Coulomb mpEASF u 7} 0.4 & BFol izt 212t 4
2 mn, 4 om, 6 mm®] A¥AZ} I SIS 304 ZFEoT WIrg FZY A9 U4
torqued] A7|§ ZZ FR&EEYW st VAR FYsich 2¥ 112 U3Y
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€YHE ol 4 FEA HEFE FAH 47 4 #4

o] WHys} nlApA R FREET F7MY % 44 torquert L UE RoAETh 2
H 12+ YsHE ¢4 torquests] BAE BEUY Ao A torquer FAgE= A
o] B@3tA Jeldi glth ol o torqued] Y& nixE= F Al F FAE
ZaxFle B2 53 W opo] ) LA E oux] F obEgo] % oyA
g2 FAZ ¢E4® ZA Yehuy ©ize] B3 3 43hEel it £ F
AESTEF VY Mol AAJ] wjFol & oux|7} 2857 wfFel] Uephs AR
Azt & Friol ¥ F YL opdEo Ayt Aol ool NE I} Hof
S0l ARl L2 UYslEol izt AL UAIA e Ao eyt

23 132} 3% 14%= Coulomb obgAl4: u 7} 0.4 1 Zfof tisld 42 54 2
mn, 4 mm, 6 mmo] A¥A7} 9 STS 304 FF o2 vty F2Y F¢Y 4 & +F
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Fig. 11 Casting Speed vs Rolling Torque
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