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Construction of Constitutive Model for Continuous Casting Process of Plate Grids
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Abstract: Taking continuous casting grid equipment as the research object, through the analysis of heat transfer
process of continuous casting grid, continuous casting grid process function model was established based on the
first law of thermodynamics(energy conservation), and the function of continuous casting process was simplified
combining with the actual operation parameters of continuous casting grid equipment on the sheeting. Taking the
actual operating parameters of domestic and foreign continuous casting grid equipment as an example, the theo-
retical speeds that can maintain stable operation of domestic and foreign continuous casting grid equipment were
calculated, respectively, which were subsequently compared with the actual speeds. The relative errors between
the theoretical speed and the actual speed are 1.8% and 4.3% , respectively, meeting the requirement of the pro-
ject. Herein, the established function model of the continuous casting grid process has a certain guiding signifi-
cance for the stable production and automatic control of the continuous casting grid equipment.
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Fig.1 The main equipment of plate grid for continuous casting
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Tab.1 The main composition of medium calcium alloy

used by a company %
wp
Ca Al Sn Bi Cu Ni Pb
0.092 0.007 1 0.026 0.000 26  0.000 20  0.000 21 A
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Fig. 2  Working process Fig.3
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Tab.2  Actual operation parameters of grid during

continuous casting process
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Operation parameters of a grid equipment for

Tab.3

continuous castingin at home
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Tab.4 Operation parameters of a grid equipment for

continuous casting at abroad
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