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Effect Factors on Surface Quality of Electroslag
Continuous Casting Ingot

Liu Fubin, Zang Ximin, Jiang Zhouhua and Geng Xin
(School of Materials and metallurgy, Northeastern University, Shenvang 110004)

Abstract  Thickness, uniformitv and mechanical properties of slag skin are main factors to influence the surface qual-
ity of continuous withdrawing electroslag remelting (ESR) ingot. Thin and homogeneous slag skin is a key to get nice sur-
face quality of ESR continuous casting ingot. The effect of current density distribution in slag bath, heat transferring condi-
tions near mold wall, slag ingredient and factors to influence the change of temperature in ™ high-temperature region” on
thickness of slag skin are analyzed in this paper. Production test results showed that thin and homogeneous slag skin with
ensuring to satisfy long slag form and appropriate mechanical properties at high temperature was obtained by controlling op-
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erating temperature and slag ingredient in order to get nice surface quality of ESR continuous casting ingot.
Material Index ESR Continuous Casting Ingot, Thickness of Slag Skin, Surface Quality
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Fig. 1 Factors to influence surface quality of electroslag remelt-
Ing continuous casting ingot
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Fig.2  Formation of slag skin in long stationary mold {a) and short open mold

for ESR-’
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Fig.3  Schematic diagram of effect of ESR slag skin § on slag melting temperature 1,
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Fig.4 Schematic diagram of slag- LRG0 EE
metal morphology near wall of mold Pl
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Fig.5 Contour of fracture strength (a) and plasticity (b) of slag Cal,-Ca0-Al, O, at 1473 K and 1573 K
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