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Research Progress in Electroslag Metallurgical Preparation Technology

for Middle and Large Steel Ingots

Zhao Liting, Chen Rui, Gao Yunbao, Han Zhi, Li Ruixin, Li Jingming, Wen Qiulin

(Shenyang Research Institute of Foundry Co., Ltd.)
Abstract ; Electroslag remelting method has the characteristics of pure metal, dense structure, and smooth sur-
face, which is widely used to produce large steel ingots with demanding conditions combined with its derivative
technologies. The principles and research progress of four kinds of large-scale steel ingot production technologies
were reviewed, including electroslag remelting technology, liquid-metal electroslag technology, double-circuit
electroslag remelting, and electroslag remelting-welding technology. With the popularization of the electroslag
composite concept, the electroslag welding technology was proposed to produce large-scale steel ingots, and tech-
nical advantages were expounded.
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Fig.1 Schematicdiagram of the first generation of
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Fig.2 Schematic diagram of the secondarg generation
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Fig.3 Schematic diagram of liquid-metal electroslag
technology(EST LM)
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Fig.4 Schematic diagram of double-circuit electroslag
remelting(ESRTC)
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Fig.5 Schematic diagram of electroslag welding(ESW)
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