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Effect of Inner Cooling Apparatus -U Shape Pipe on Flow of
Molten Steel in Slab Continuous Casting Mold

Jin Yanjuan and Cui Xiaochao
(School of Application Science, Taiyuan University of Science and Technology, Taiyuan 030024)

Abstract A technology of inner-outer couple cooling of molten steel in mold for 1 240 mm x 200 mm slab concasting
i.e. to set an inner cooling apparatus- U shape pipes has been advanced to enhance efficiency of heat transfer and improve
flow of molten steel. The flow status of molten steel in the inner-outer couple cooling mold was simulated by using fluid dy-
namics software. It is found that the flow status of molten steel in mold is uniform by using inner U- shape cooling apparatus,
which has effect of electromagnetic trig to be favourable to inclusion in steel floating up.
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Fig.1 Experimental status of inner cooling apparatus- U
shape pipe
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Fig.2 Diagram of model and gnd
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Fig.3 Velocity vector diagram of without inner cooling apparatus -U shape pipe (a) and with inner cooling apparatus - U shape
pipe (b)

B, DARIERTRE 1.5 m/min9 9, S8 EL A
7 T Y ENBEATE 5 58 Y 4RK B TR BR IR o

HE 3(a) 7T LA B, 760 M98 H1 86T, 45 5y
BEPARIRMAIK O S O (R R R 16 45 S BS AS T, HTE
RS FRE, YN EIAE R AR
S 18 UL Bl , SRS Bk 4 B 4 X R I A
X S, TG R— R R ER o

B 3(b)E AE B, 5 S HIAS 45 5 58
P, SR IK T H T 1 S [ 5 R SR T, Bl T
BB B T K F A B 7 18, B e/
WAME IS HISE I T RS, K2R o gk
MBS (W) EMEFEERSE
TR F 930, BI RS e RS, A
F EFRAHE], SRR LR Eh; MRk — R
B, B F AR S 7R R T M B i,
i 5 A ) R W3

it P HIES B MR 4 H FIEB 4, —/NER 4
W] P SRR | 7 N8 H1-58 FHE TE B/ B A BF
W, B— A kR F S, BT SRS
T—AKBIBTR I, B AR HBHNE T HER
—ABEK BB R o

1 H T S0, SR RAE POV A0S AT K B A
e , 0 S s AR AR B AR , DA T DG/ 7K
IR, PUERRHI B A0LS SRS A AR TR B L
T I8 0 AR, Wi L LB ), BT L PY
W HI SR T AR 45 5 58 B (B0 9 AR BE L S A
FHER LBARESNER, B R TREES
TR R

3 &g

(1) PYSHEAFXTES 525 N BRI 3= TR K
BN, B AT LAREAR S @ 3% A K BB %, (4
FKEIM BN F AR

(2) PR ENER AT LI ER 45 dla b BB B B 3
B W/ NBTE BB S AR AR AE , XA I Tl e R
R ASBRAE,

(3) ARHB/AUERBES SR IR
B, B R 2 2 T

B E g AHF LA BA R (45 :50474013)

$E U

1 Ulrich Horbach. High Speed Billet Casting with a Parabolic Mould
Taper. MPT Intemational ,1998(1): 74

2 BB AR A AT 6, 1998(5) 27

3 Pavlicevic M. Faster Casting by Improved Mould Design. Steel Times
Intemnational , 1994(6) : 10

4 Gianac Gensini. High Speed Casting with a New Mould. MPT Inter-
national , 1995(6) :52

5 Josef Fuchshuber. Modem High Speed Casting Technology for Billet
Casting. Electric Fummace Conference Proceedings, 1997:349

6 /NG XA, R B, ASESHR RN RBARK
SO BUE B AR, 2005,26(1) 19

7 WER.HA 6. R TROBBIH YRR R UK
Tyt R, 2001:37

8 KEH,FER. VGRS YEAL. L eR T
th fiedt, 199870

T AR (1979-) , &, KFRHE R Z WAL, NBRESER
W shHHEe BEBE TR,
R B 38 : 2006-01-09



http://www.cqvip.com

