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Steel grade
Slob size
Casting speed

Mold oscillation

of oscillation
Mold powder

Modification ratic

: Low C Af Killed
700 ~1550W
¢ 1.4 ~ 25 m/min

97 ~ 174 cpm
+ 45 mm

: 0,187, 40 %
: isoo= 0.9°

T2 = 930%
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Fig 1 Relationship between Depth of
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Fig. 2 Influence of casting speed and
«0¢ mold oscillation mode on AFf

250 -
e Sinusoldal
© Non-sin = 40 %)
_ 200 Ve = 20 m/min
E
-
E
> T
S T~
£ or SN
x \\.\
o O\
100 -
]
50 1 i L L
o 200 400 600 800 1000

Distance from moid top end (mm)
Fig.3 Distribution of local heat
extraction rate in mold



