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Fig. 1 Schematic diagram
of aluminum cast-rolling shaping

e B E L, 5 B N R0 2 % J KA W
WV FNEE A AN AT AL AR, DLORAIE ¥ L I R (0 3 ik
AP0 Bk, SR TSR, BRI T A 3
ANBERRE 1) SRR I R H IR S
Jl, AFAESE B IRV [ AR AR i v 1 R, AE AR
AR R HORRE O KR AR 2) HELAR 5
FLERROVE HIDLEEANIR], & AL KV 45 & A AL 1 7
R RXUCEAEH]; 3) P FLid R AE il e Ak 3 T
SERE . DRI, R AR R A g v A0 3 5t Lk
RURERE A 35 A% L, R T ) A% i) i R
G A A o B S B B ) )

A B LI S P A B FE W I 2 B . AR
AN AL, M Rl ) <6 8 5 7% B A 3 T 432 i,
B AR L IT 46 LTt B80T a6 v KR 220

g B HR: 2002-12-16; 1&iT HHE: 2003 -02-08

BIREARAAN: & &, B4 il 021 -64253231; E ~mail: gaozhi211@ sina. com



o

55 13 5 6 Y]

&, S R LR R P R S A AT O O B . 1351 -

Roller

Alqminum
liquid Aluminum
______ strip

B2 A L R

Fig. 2

Interface heat exchange process of
cast-rolling shaping
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Simulation of heat transfer behavior of shaped
interface in aluminum cast rolling process

GAO Zhi', XIAO Gang’
(1. College of Mechanical Engineering, East China U niversity
of Science and Technology, Shanghai 200237, China;
2. College of Mechanical and Electrical Engineering,

Central South University, Changsha 410083, China)

Abstract: In cast-rolling process of aluminum, the heat released during solidification and cooling is transferred to rollers through
shaped interface at first, and finally taken away by inner cooling water of rollers. The basic equation and mathematics model of heat
transfer were established on the basis of analysis on heat transfer characteristic for aluminum cast rolling; and the heat transfer behav-
iors of shaped interface for three kinds of typical conditions were simulated. T he results show that, the temperature gap and heat flow
density decrease markedly with the process of cast-rolling proceeding, so the heat is transferred mainly on the front part of cast-rolling
zone; with increasing cast-rolling speed, the highest temperature of roller surface decreases in the cast-rolling zone, resulting in that
the temperature gap of shaped interface increases continuously and the heat flow density increases, thereby the heat transfer capacity

on shaped interface is improved.

Kev words: aluminum: cast-rolling: interface: heat transfer: simulation
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