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Molten steel flow rate
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Flow control

1) Upper Limit " valve
Q=P"-(a-W-B-Vc+81 Tundish ® 2

L‘—'—————é- Ar gas flow

Tundish weight rate X=P/C
g controller

2) Lower Limit
Q=K -Cp,, P/(p=p, -P)I”

Q:Ar gas flow rate (Nl/min.)
P:equivalent pressure (kg/nf) Mold
Vc:casting speed (m/min.)

W:slab width (m)

B:slab thickness (m)-
a,B,K:coefficient

Oar ispecific gravity of argon (kg/ut)

SN opening ratio

Slab width and thickness

Casting speed

p:specifi(‘: gravity of ligquid (kg/=uf) Fig.2 Schematic diagram of Ar gas flow control
n,m:coefficient system
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