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Abstract:In order to further promote the riser process optimization, three-dimensional feed path calculation of
steel casting was focused in view of deficiencies of traditional methods in the riser optimization design. The feed
path computation method of steel casting based on time gradient was clarified, and two steel casting models were

set as examples to verify the validity and applicability.
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Fig.1 Solid-liquid interface at different moments
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Fig.2 Schematic diagram of feed path calculation
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Fig.3 Flow chart of feed path calculation
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Fig.4 Model of plate casting
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Tab.1 The chemical composition of WCB steel %
wR
C Cr Mn P S Si Fe
0.19 0.2 1.25 0.04 0.045 0.4 A
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Fig.5 Solid-liquid interface of the plate casting
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Fig.6 Feed path diagram of the plate casting
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Fig.7 Simulation results based on Niyama criterion
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Fig.8 3D model of mold frame
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Fig.9 Feed path results of mold frame
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