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The continuous casting process code of practice for copper-phosphorus ingot billets
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ASCAFZ I GB/T 1.1—2020 (hrEfl TAE S 28 1 88 70: AruEAC ORI S5 AR SRU) A
EHLH o

AT HIRELE B T RERS S B Ao A SO IR AT LR AN AR R B A 1 T4

AR P R 2 SR IR

AR SRR A AL e AR RO ML TR A IR A 7 L B 2 B R ERECE IR 2
Al TR R A IR A R WL E M R A PR A R LR R R Bl s — Tk
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1 el

AR E T B EE R IE R MR AR BR . EHMRL. BB WA T2RE. SURVEM . dxE
R LEEFRFESE.
AT T A A R 1K 45 R FLe i85 7 20

2 AEMsImxH

AR AR P A S R S TR AR SO AN AT A R AR e, i H R 51 A S
P, A H I R RRASE F T A SO A H IS SO, AR (BT s ) i&
T A0

GB/T 6418 #ALEFR} 55135

GB/T 10067.31 ke B HEARFASFA F31EI>:  HHATE OB

YB/T 4777 &8 2 4 HE P A BOR EER

3 ARIBFMEX

IHUARGERE & T A
3.1

7K 3% $% horizontal continuous casting

PR MNGE Fhds B V) H 5t AAs AT B — K 2R RS T
3.2

ZEEE AL continuous casting round billet

R 9 [T (R IE 5 A
33
£5 28 crystallizer
BERENLIAZ OB, B T AR B R a5 B VT L v BB T iR 52
34
3|$E4F dummy bar
EHILAZ OB, I TIEAE RSN T H, JEE )8 B 51 BE A Sk 8 1) ik B R 4% 1) 3% 75 1

35
RIIIRFE casting speed
BRI ) Y ANGE A s T D I BER G, B4 em/min.
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3.6

$ELEE ingot billet straightness
1 m KERER I B RS

4 EAREXR

41 NR

4.1.1 FER B RHA T AE R IR T IE B AR, LT,

4.1.2 FERBE LR AN A 22 A AR, BEAR R L 20 72 v H I 1
4.1.3 BARER B HIERIETT 1.

4.1.4 R4 I L2 BORIHMTIRAE, JHRE L 20d% .

4.1.5 RERSIEIR YB/T 4777 [RRIE RS 1L A2 o AR o

42 IFE

42.1 TAESFRBEG T B R AT

422 ML X4 VBHE O SY .

423 ) A ER KRR REE .

43 &

4.3.1 WA BRI SERE L, e M T L e,

4.3.2 BRAE N DA P A 4% B G B A5 B 22 A R AE RURR A FH AR OGB4

4.3.3 JorK Sl VAR5 2 JE oy o it (P A P R TSR~ 1) 22 4 B BRI S o

5 EHME

5.1 LEMS
B EE AL 22 B N FF A GB/T 6418.1 R 4 [RHLE
5.2 mEEX
o JEB IR PS5 I AR L LB 2305 2 /51 150 'C~300 C 2 1H]
6 EHET
6.1 S IR AP
NLFF A GB/T 10067.31 IHLE , WA EHEIE N 100 Kg~300 Kg, HN#Ih R 50 kW~300
kW
6.2 &g
HA e 4 2 A FAMEDOK A B BB A R, AR X, ARKEHER Y 200 mm~300 mm
Z I8, RLTCHEEHERE Y 0.05 °~1 .
6.3 RENRG:
SE AR A KR EHETE N 0.3 m¥/h~3 m¥h, HKIREHER N 15C~30C, WZESS C; KEHEE

ofa
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4 0.2 MPa~0.4 MPa, J % & ii&E i SR EHRE.
6.4 Z3|4]

HI BB E . SI5EAE. SIEATAF I B LS O AL R R A Y 0 cm/min~30
cm/min.
6.5 $ELIH

DIEVBE R AT : 30 mm~100 mm: #EHEIHERKEE: 50 mm~300 mm: 5 v WU TIE]
6.6 5I5EFF

SUBEFF M FUABRN, 51 SEAT 5 45 8 2% 2 ) M BRAE M1 7E 0.5 mm~5 mm. SISEAFKFEN, HAiub
5545 3 D 2RI BE B RN T S mm.

7 LIERRE
B PR HERE T 2RI 1.
JSURHIE & e i A7 DR R K Bk [ i R G S

E1 TZRig

7.1 RELER
4 F% 57 T PR R B A O S M R
7.2 EnmAE LR
7.2.1 B AL LI Al R AL T SR CHBE & < R0 RTINS R 2 3 I 34 i, A L5
BB LG B R -
7.2.2 ¥4 B POE FHE A 1000 'C~1200 C MM G 4, AOMHEEER, 715 8 min~20 min,
Rk
7.3 {RiBAEIR
IMNA R B DE 55 By k4 @ VK i Ak, BURE RO AE 2R o il &/, AN 2l &
G, IR AR RE . 248 B R AR ORI AE LU UM 2R E /& 150 °C~300 °CHY, i B I [8]>10
min J& &L
7.4 BRE B
JEEIAEGIN, e BRI NG A, B KA ESENETUEAH, ERYIAETRR.
7.5 EERIE
7.5.0 FHUGRIIR, R IRBER] B B b4 B A - A e, R E BRI .
7.5.2 N e ] (1) BE PR A SR NS S AR B, FIEE S B PR R A i, B RS RE B
7.6 EKIE
7.6. 1 T UIFIE E, WEDIFIKE 50 mm~300 mm
7.6.2 VIE| B 5 A W BE 4

8 RIFM
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8.1 RERE
8.1.1 BEMMFKI R HALAI, RO .
8.1.2 AARVFAE/E ELAAE L 0.5 mm M54l RPYREGAR L 0.5 mm MR HHR
82 R¥f &

HARVHRZ 1025 mm. B ZSE RV 2 KA 1.5 mm.
8.3 NABERBE

R Y R R N I AR BE T 0.01%.
8.4 LE K5y

FAIRZ I P IR SR SIEE N +02%. Ag LR T EMBEIEREN+0.2%, HiiREE
BANTEHE £0.1%, RFUSERAKT 0.25%.
8.5 fRfEHAR

TEEHR R 3t 100 mm ALHURE, SR FH R 75 RN & A 40 AT 55 VR A BT B R OB IR AT« AR ek
AR RIS RS REAE, RS 5], BAR Bl e A R SF B <20 um.
8.6 JEFMERE

ASBE TR P i B L R 0 P S B A e O A2 TR

9 IEREX

B L2 2D NARFE L TN E:
a) FAEE Ik KRR

b) EFRHES R Ak

o) IEVFTER AN S B it E

d) EHRATLS I,

d) EHBTESH

e) PRk,

) REHLIER.
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Fe i L kg

SER A E BUIES
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SRR E/C

PR
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