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B E ARSI H B4 Q235B(0. 14% ~0. 18% C) #55F (FETE 550 mm, %5 & 440 mm, 4K 90 mm) £
WHANN GGG, £ TESEPHE (%29 ~308i0,,25 ~26Ca0. 10 ~ 11A1,0,.3.0 ~ 3. 5Fe,0,.15 ~ 17C. <
0.5H,0) @ ERRLRMRABIT, FF & B —ME BRI # (% :37. 50810, ,37. 50Ca0,6Al,0, \7CaF, \12Na,0.7
A8 L5 REB) . SREEFEML, R KEERGIEE KA R 425 M1 167 °C,0.77 Pa - sF1 57 s TR
F1092°C,0.27 Pa « sf132.5 s, R4k FFEH, YHERH 0.98 m/miniEF 2 1. 2 n/minkt, FRHE R F.
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Optimization of Mold Powder for H-Shape Steel Q235B Casting

Yin Na, Jing Cailiang, Zhang Jiongming, Han Yihua and Wang Wei
(School of Metallurgical and Ecological Engineering, University of Science and Technology, Beijing 100083 )

Abstract To counter the situation of longitudinal crack defect usually occurred on bloom (wide side 550 mm, narrow
side 440 mm, waist 90 mm) in H-shape steel Q235B (0. 14% ~0. 18% C) casting at Jinxi Iron and Steel works, based on
original mold powder (% : 29 ~30Si0,, 25 ~26Ca0, 10 ~11A1,0,, 3.0 ~ 3. 5F¢,0,, 15 ~17C, <0.5H,0), a high
performance mold powder (% : 37. 5080, , 37.50Ca0, 6Al,0,, 7CaF,, 12Na,0, 7 graphite, 1.5 carbon black) is de-
veloped by orthogonal experimental and optimum design. As compared with original mold powder, the semi-sphere point
temperature,, viscosity and melting time of improved mold powder decrease respectively to 1092 °C, 0.27 Pa - s and 32. 5
s from original 1167 °C, 0.77 Pa - s and 57 s. Application shows that as casting speed increase from 0. 98 m/min to 1. 2
m/min, the bloom has high quality by using the improved mold powder.

Material Index H-Shape Steel Q235B, Casting, Orthogonal Experimental, Optimization of Mold Powder
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Table 1 Parameters of casting for H-shape steel Q235B
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Fig.1 Sectional drawing of H-shape cast bloom
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Table 2 Ingredient, basicity and performance of original and improved mold powder
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Fig.2 Effect of carbon ( graphite and carbon black) content in
mold powder on melting rate
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Fig.3 Effect of carbon black content of mixed carbon material
(7% graphite + carbon black) in mold powder on melting rate
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