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Fig. 1 Friction force extraction
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Fig. 2 Effect of oscillation parameters on cold work
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Fig. 3 Experimental results under sinusoidal mode
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Fig. 4 Variation of mould friction during the steadily
increasing process of casting speed (sinusoidal

mode)
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on mould friction
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Fig.6 The trends of friction force and velocity

under different oscillation modes
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Research on online measurement method
for mould friction in continuous casting

MA Yong"', WANG Xu-dong', ZANG Xin-yang's, YAO Man', YE Shi-hong’

( 1. School of Materials Science and Engineering, Dalian University of Technology, Dalian 116024, China;

2. Advanced Technology Institute, Shanghai Baosteel Technology Center, Shanghai 201900, China )
Abstract: Based on the slab continuous casting under hydraulic oscillation, the measurement method
of mould friction — friction work measurement method is studied. The extraction and the realization
of friction work measurement method are discussed and the error of friction is also analyzed and
verified through the casting tests. Finally, according to the monitored data in slab continuous casting,
the effects of casting speed on friction are discussed, and the comparative analysis is carried out to the
friction results under the sinusoidal mode and the non-sinusoidal mode. The results show that the
friction monitored by the friction work method can well reflect the lubrication situation between the
mould and slab. This research provides the theoretical and experimental bases for the mould friction

monitored online with the friction work method under the hydraulic oscillation.

Key words: online measurement; mould friction; continuous casting; hydraulic oscillator



