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Synopsis :

A new device, FC mold (flow control mold), was developed to improve the quality of final
products, cast at a high speed. It has two pairs of poles that generate static magnetic
fields. In order to optimize steel flow in a continuous casting mold, one of the fields
imposed is at the meniscus and the other is below the submerged entry nozzle(SEN).
Both of the fields cover the entire width of the mold. The principle and effects of this
device were confirmed through mercury model experiment, industrial application to the
No.3 caster at Chiba Works and numerical simulations. The industrial application
demonstrated good effects on the surface and internal qualities of the products.
Kawasaki Steel has already introduced the FC molds for industrial production at the
No.4 caster in Mizushima as well as the No.3 caster in Chiba. They are contributing to

high productivity and high product quality.
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The body can be viewed from the next page.
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0.28T is imposed, the average flow velocity was reduced
to 78% and fluctuations decreased to 43%.

Moreover, preciscly the same results were obtained
for the flow velocity of the molten stect surface by mea-
suring the height of the swelling of the melt surface at
the narrow faccs (side walls).
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sions was reduced to approximately 50% by imposing @ rate of surface defects was less than half that when the
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>f the FC mold in reducing the depth of molien steel S — e —

senetration. Mald size (mm) 13001/2 13 X 600(1/2 )
* 3 790 (k)

. . . Submerged entry nozzle With 4 ports inclined at 157
1 Flow Analysis and Discussion downward

4.1 Analytic Method Flow rate (t/min) 4 (V. 1.6m/min)
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velocity at a depth of 40 mm in the center depth of | m i the center of mold thickness
of mold thickness (calculated) {calculated)

arrangement, it is possible to suppress this kind of back the mold by the downward flow in the mold, because the
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