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Surface Treatment Technology of Crystallization Roller for Strip Contin-
uous Casting

SUN Xiaoping', LV Chunlei
(Baowu Equipment Intelligent Technology Co. Ltd. , Shanghai 201900, China)

Abstract: Based on the industrialization project of continuous casting of thin strip in Bao Steel-Ning
Steel, the production practice of surface treatment of casting roll was introduced in this paper. The sur-
face treatment can not only improve the surface wear resistance of the crystallization roller, but also pro-
tect the copper matrix and increase the number of repairs. The heat transfer characteristics can be im-

proved by regular groove texture and irregular shot blasting surface, so it can improve the surface quali-

ty of the strip steel.
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Fig.1 Schematic diagram of double -roll strip continuous caster
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Fig.2 Structure diagram of crystallization roller
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Fig.3 Vertical rotary nickel plating on crystallization roller
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Fig.4 Crystallization roll chromium plating
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Fig.5 Crystallization roll with nickel and chromium coating
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Fig.6 Schematic diagram of section shape of double-

roll continuous casting billet
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Fig.7 Design and measurement of crystallization roll

shape
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Fig.8 Schematic diagram of texture processing
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Tab.1 Parameters of roll extrusion

e | BB | SORRIE XHBIIRmm | e
HV pum R ] (r'min™)

1 180~220 30 0.06 50

2 300~340 30 0.09 40
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Fig.9 Texture zoom photos after roll extrusion(200x)
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Tab.2 Data of roughness

- S
| R T/ EEaiiid MR
F5 e #/mm L .
MPa (r'min™) (mm-min™) Ra/um Rz/um Rpe/(/+em™)
1 0.5 700 15 340 5.8 26.0 38
2 0.5 600 15 340 7.0 31.0 35
3 0.5 450 15 220 10.1 52.4 20
4 0.5 400 15 280 9.5 48.2 30




Plating and Finishing

Vol. 43 No. 5 Serial No. 338

E10 ZREBAZEHRERLLR (200%)
Fig.10 Surface morphology of crystallization roll after
shot blasting (200x)
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