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Study on Optimization of Secondary Cooling Water Distribution of
Continuous Cast Slab
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Abstract: A large number of defects appeared on the surface of cold-rolled steel sheet in a steel mill, the location of the
defect was analyzed and the defect was determined to be caused by the slab crack. In order to reduce the defect rate of slab
surface crack, the research object was to reduce the linear defect rate of steel plate surface. ANSYS software was used to
establish the solidification model of casting billet, and secondary cooling water distribution analysis was carried out. It is
proved that the improvement scheme can reduce the incidence of linear defects on the surface of steel plate and effectively
improve the product quality.
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Sn 51.9 0.9
C 309 0.8
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Fe 22 0.3
Ca 1.6 0.3
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Fig.2 Ingredient of the defect
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Fig.4 Temperatures contours at different positions
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