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Tubular mold casting process technology pioneer
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rational design of advanced, fulllength
copper tube cooling, no dead, no light
diversion, a special copper cavity for dual-
parabolic continuous taper, mold design
simple, easy disassembly . Catchy copper
brass flange with a catchy picture distortion
and to prevent mouth leaks, the mold parts
consumption, only need to replace the
‘copper pipe and Foot roller
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Copper Mould Tubes
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Technical parameters
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Cutaway View Of Copper Mould Tubes Efficient Mould Cutaway View
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Successful Case
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120 * 360mm cross-section of dishes and efficient steel
tubular mold development and application of

First, the characteristics of mold and efficient
use of new technologies

1, small parts, only the copper mold, the overall water jacket, catchy positioring
flange main components, easy assembly and disassembly, easy to replace the
copper mold, keypad easy to adjust the water gap, water testing seam intuive,
interchangeable good.

2, catchy sealed away from the hot zone, directly cooled by water, catchy fing
seal refiabiity, long lfe seals.

3, a narrow water gap, water seam assembly with plug directly measured, to
ensure uniform water gap, the same water pressure in the cooling water flow rate
increases (up to 10 meters per second or more), water flow, and no diversion of lead
flow nails, obtained along the length of the cooling copper mold.

4, 120 * 360mm brass mold section has appied for national patents, patent No.
7197238779.X

120 * 360mm brass section for the domestic copper mold generous than the
maximum. Reach 3 for the domestc first mold cavity used to meet a wide brass
casting speed of the parabolic curve (continuous taper), located on the mold brass
spigot, by positioning the flange fining tight catchy, catchy enough to ensure stifiness,
strength of copper to prevent the casting of the refrain of the deformation.

5, mold water jacket has been the national patent, Patent No. Z1.99249777.9

Extemal water flow guide sleeve and welded into one kit, sets of guide there is
enough water cavity has a high rigidity and precision, the four fun—filed water, joint
evenly, reducing the set of spare parts mold guide water consumption, water
comprising a chamber guide Ge~plated to prevent rust, smooth surface to ensure the
wnimpeded flow of cooling water, extemal water flow guide skeeve and sleeve
assembly as a whole, can be removable, sewage convenient.

6, mold steal catchy positioning flange has obtained national patent, Patent No,
71990497760
Catchy posiioning flange copper, good conductivity, non-stick steel, not hanging
steel. Direct water—cooled anti-distortion, only the mouth bite with catchy brass mold
without distortion, surrounded by setting il tank, mold Iubricant evenly.
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Successful Case
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Effective mold tube production practice and application results
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1, tubular mold efficient production practices
May 15, 2003 360 1 # 120 * all the high double~cross-section tubular mold, mold
water transferred to 180200t / h, two automatic with cold water well, using the
automatic liquid level control, flame cutting machine is working properly , casting
speed up to 1.9m/min around and even pull 92 hours, over the amount of 23000
tons of steel, brass mold to step down after the inspection, four surface-plated
brass Ge layer has worn away, under the port's largest 20cm, meniscus place free
of distortion, and other parts of the normal.
2, Efficient tubular mold application results
1), to achieve a high pull-speed production
As a result of high copper mold, the new parabolic curve inverted taper, a large
amount of water mold, and other new technologies, to increase casting speed,
casting speedinthe 1.8-1.9 working m /min upto 2.0 m / min.
2), the slab surface quality good
Brass cavity chain curve is smooth, high precision, small friction, and uniform
water gap, to maintain good accuracy, making the cooling uniformity, good
surface quality of the slab, since the tubular mold was found using the slab surface
defects, strand 100% pass rate.

), due tomold causes of accidents greatly reduced downtime
Mold catchy sealed using patented technology, ring away from the heat-affected
zone and directly cooled by water, under the port side of scalability using ring seal,
sealing performance, long lfe seals, combined with simple structure, fewer parts,
low failure rate , greatly improving the operating rate of production of casting
machine, catchy positioning flange copper, thermal conductivity, non-stick steel,
nothanging steel, industrial accidents less.
4), easy maintenance
As the simple structure, easy accessibility, modular mold assembly time of a day,
and tubular mold only 2-3 hours, making the maintenance workload considerably
reduced.
5) . economic benefit
Tubular crystallizer crystallizer pper and low cost, modular set of
copper mold assembly 12 million, a tubular mold assembly 58,000 yuan, 80,000
yuan a consumables copper, brass an support 2 million, the current through the
copper tube has reached more than 8,000 tons of steel was flat copper plate life,
reduce the cost of 2-3 million tonnes of copper, 120 * 360 sections over 35 tons
annual production, annual cost savings of only 700,000 yuan brass . Caster
production increased 10%, increase efficiency 600 yuan per ton of steel billet, and
annual benefits 350 000 * 0.1 * 600 = 2100 million, the slab passing rate 0.05%,
and annual benefits 350 000 * 0.0005 * 600 = 105,000 yuan Using tubular mold, the
annual overall efficiency than 20 million yuan.
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Tangshan Steel ** 150 * 330, 150 * 460 R8m combined rectangular billet
continuous casting machine mold there are several problems.
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1, the original continuous casting machine and mold
Tangshan Steel ** 150 * 330, 150 * 460 R8m combined rectangular billet continuous casting machine
mold there are several problems,

1.1 mold using four copper combination, complex structure, assembly and replacement of copper
difficulties, overall poor, wall, water socket seam prone 1o fatigue damage, copper heavy weight,
manufacturing costs are high, brass wall thickness, cooling heat siowly , uneven cooling water,
seriously affecting the continuous casting machine casting speed and casting quali

1.2 within the mold brass taper value too ltte, too lte to eliminate the air gap, heat transfer efficiency

is low.
1.3 sets of design water flow joints guide the error is too large, there is o lead water comprising a
cavity finishing, precision cavity geometry can not control, both sides of the slab in the mold i uneven

1.4mi ring mold is easy to burn out, complex, not easy to dismantie
2, 150 % 330. 150 * 460 Nold rehabi litation programs
2.1 Combined tubular mold to mold, simple structure, easy disassembly, easy 1o replace the copper
mold, brass light, brass wall thickness, cooling heat quickly, guided by sets of narrow water gap water
naelmg ‘copper mold all along the cooling uniformity will help to ensure the quality of continuous
can meet of high puling speed.
22 copper mk oavy wih & lger doublemparaboli taper, n o wif 1w of cosgulaton,
catucing he s gap Lo mprov hea ansirefancy, o ansure that the mouth Goss tlesk out of
the mold steel slab solidiication of securit
215 b Tt St iy P o W o, Sl s FEGENRG 8 56 i G B ki
catchy brass mold parts to ensure sufficient rigidity to prevent the casting and deformation when the
brass catchy Tayao.
2.4 The use of precision guided water sets, sew the design of water up to 3.8mm, the minimum water
crazy is 3.3mm, no diversion nail, lead by finshing only water sets both ends of the water put out a
fixed port, eliminating the mold assembly brass error, guided by forming water comprising a chamber
after finishing welding, cavity size control in 0.3mm tolerance, to ensure the siab is surrounded by
cooling in the mold evenly.
2.5 mi mold by locating the pressure in the brass flange o seal the top, away from heat influence to
direct water cooling ring is not easy to burn, cover with external water flow guide sleeve assembly as a
whole, easy o remove, replace crystals Copper Tube convenient keypad easy to adjust the water
seam, sew visual inspection of water, consumption of spare parls for less.
3, Applications
3.1 Company for the stone EAF steel plant, the transformation 220 * 300 type mold, to solve the slab,
buiging, off side, cracks, missing seal bum problems, casting speed has improved significantly, the
single mold copper over steel than to transform the former 3000T 12000T.
3.2 Company's Tangshan Rongcheng Steel Factory 165 * 225 165 * 280, 180 * 330 150 * 460 180 *
550 crystallizer has been transformed, transformed the casting speed has improved significantl, and
the slab quality is good, but solved before the phenomenon of siab bulging, and now the plant has
been using all my designs and manufactures tubular mold.
3.3 # 1 company Laiwu steel mil caster design and manufacture a 120 * 285 120 * 360 120 * 435
section of the tubular mold, are all normal use, with favorable results, of which 120 * 285 crystal
control the casting speed from the original 1.8m/min to 2 4mimin, Shandong Science and Technology
Department through the appraisal, is a national iniiative, the company and Laiwu steel mill continuous
casting machine design and manufacture of 4 # 230 * 230, 230 * 350 275 * 380 section of the tubular
mold, as considerable Laiwu Steel to reduce costs and improve economic efficiency.
3.4 Hangu company Tangshan Iron & Steel Co., R5.25m caster design and manufacture a 165 * 330
165 * 360 section of the tubular mold, a successful, 165 * 280 than the original mold of the casting
speed is higher and bulging of the phenomenon has been eliminated, now | have all designed and
manufactured using 165 * 330 165 * 360 tubular cross-section of mold
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