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Fig.1 Mold solidification simulation device
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Table 1 Process parameters of high temperature continuous casting simulation experiment

A5 R FrH/(m-min) JRHi/(Hz) JRIE/(mm) 4 KRB /(L min ) et
N 1550 0.5 2 10 7 x
R1 1550 0.5 2 10 7 A

BN AN A P IR SR B B, YR I BT A GRS R R 2 R, ARBE I AR
BERERM GRS ZRE R E, (R EIHFEREN 0.40~0.42 kg/t, B ZIREAN 10~11 mm.

K2 BRI RS RS

Table 2 Composition of mold flux corresponding to slag ring

Ry Ca0 SiOz AlLO3 MgO Fex0s MnO K20 Na20 C R

JR I /(Wt%) 37.70 34.55 6.35 0.92 3.71 0.04 0.16 11.00 2.87 1.09

NARAE A I AR i B A B AR AT AL, 7RSI AT E ] B4R 0.2 mm [FEH 22006 T BB TR S0 75 45 i 25 A A
XSRS H AL, e K 2 Bs .
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Fig. 2 Fixing method of slag ring
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Fig.3 Experimental process of molten steel solidification simulation system in continuous casting mold
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Fig.4 Comparison of the influence of the slag ring on the amount of slag infiltration
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Fig.5 Temperature distribution of mold hot surface under different experimental conditions
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Fig.6 Distribution of heat flux density on the hot surface of the mold under different experimental conditions
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