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A Study on Effect of Casting Speed Fluctuation on Fluctuation of
Liquid Level in Mold during Billet Concasting Process

Zuo Xiangjun' and Zhang Lifeng’
[1 MCC, CISDI, Chongging 400013; 2 Dept of Materials Science & Engineering, Missouri University of
Science & Technology (MS & T) ]

Abstract Based on the data of fluctuation of liquid level in mold and casting speed fluctuation during concasting
process of billet of S20C medium carbon steel for 24 h, the curves of instantaneous position and fluctuation of liquid level in
mold and the curves of fluctuation of casting speed have been plotted, and the thickness and shape of slag layer in mold are
measured by a thin steel sheet. The effect of casting speed fluctuation on fluctuation of liquid level in mold is discussed.
Results show that with increasing and decreasing casting speed the fluctuation of liquid level in mold becomes more violent,
to a certain extent the casting speed fluctuation influences the fluctuation of liquid level in mold but not only one factor.
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Fig.3  Curves of casting speed (a) and fluctuation of casting speed (b) in casting
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