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Narrow Side Mould Plate
Broad Side Mould Plate
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Molten steel from the ladle is poured into the tundish and from there into the
moulds. In the mould, heat is extracted and the molten steel starts solidifying. As it
cools, the steel strand is subsequently pulled downwards by the support rolls and

finally cut into slabs.
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Melt flow-in from ladle
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Meniscus Vs Nozzle

I[] Water cooled mould
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Constant curvaiure zone

heat flows from the molten steel to the cooling water across the mould plate thickness. Mould
heat transfer is the most important parameter in continuous casting in terms of efficiency and
quality. The heat removal rate from the mould has to be strictly controlled
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The water channels adjacent to the bolts are extended deeper into the plate to take
care of the extra heat flux, since there is no heat extraction at the bolt locations.

Thermocouple bolt holes Water Channels Bolt holes

‘Detail view at thermocouple bolts, showing bolts and water channels

Thermocouple bolts are also set a little
deeper into the plate to accommodate
the thermocouples.

Groove for accommodating bolts

Side view of Water Channe

Variation in coating thickness over copper plate with mould length

tapered nature of the coating, starting with a thickness of 0.5 mm at the top
and increasing to 2.5 mm at the bottom, thus keeping the plate thickness
constant.
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Material Hardness  Thermal conductivity
| HV | W/(m-K)
AMC® HN 20 220 _ _
Ni-based coating
AMC®-HN 40 400 80
AMC"-HC 90 900 70 Hard Cr coating
AMC®-TOPOCROM® 900 70

AMC® HF 120 1200 30 Ceramic coating




