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Abstract: The effects of casting speed width of mold depth of submerged entry nozzle nozzle port an—
gle and shape of port nozzle on the flow field and the surface flow fluctuation of the slab continuous cast—
er from a steelmaking plant were investigated by means of a water model test with a radio of 1: 1 for the
purpose of providing a guidance for improving the production parameters of the slab continuous casting
mold. The results showed that the surface flow fluctuation level significantly increased with increase of the
width of the mold and the casting speed. Meanwhile the surface fluctuation could be controlled by adop-
ting a new designed nozzle with a larger outlet angel and a deeper immersion depth and an oval port and
consequently the entrainment of slag was avoided effectively.
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Fig.3  The influence of casting speed on surface flow
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Fig.4 The influence of width of mold on surface flow 300 mm °
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Fig.5 The influence of depth of submerged entry nozzle on surface flow
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Fig.6 The influence of nozzle port angle on surface low
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Fig.7 The influence of nozzle port shape on surface flow
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Table 2 Proposed parameters at different width of mold
/mm /(m * min~") /mm /(°)
1930 1.0 240 -15
1 600 1.2 240 ~300 -15~ -25

1 300 1.2~1.4 300 -25
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