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Mold Design for Large STS Ingot

S. H. OH, J. Namkung, N. S. Kim

Abstract
According to industrial development, Ingots are more large and various. In particular large STS ingot, The probability
of shrinkage cavity occurrence is higher than carbon steel and alloy steel. To manufacture ultra clean steel the technical
development is nearly necessary for example controlling inclusions and total [H]. In this study, after measured the mold
temperature and adjusted thermo conductivity of STS steel and compared existing mold to new one with CAE. As a result,
the new mold more reduced than existing mold for the probability of shrinkage cavity occurrence.
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Fig. 1 Position of thermo couple
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(A)-Real temperature changes of ingot mold
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(B)-Simulative temperature change of ingot mold
Fig. 2 Comparison of real(A) and simulative(B)
temperature changes of ingot mold
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Table. 1 Comparison of existing and new mold

parameter
T5 73] FA8} | Corrugate
7|& 1 1.1 8
At 1.2 1.3 12
otef 28 3& Z|E&E=¢ MyE=9 A4S
3D Modeling€ &3 Blmg Zold,

- 44 -

(A)- Existing mold
Fig. 3 Comparison of existing and new mold by CAE

(B)-New mold
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(A)- Existing mold (B)- New mold
Fig. 4 The shrinkage cavity of STS304 by CAE

(A) —Existing mold
Fig.5 The shrinkage cavity of STS316 by CAE

(B)- New mold
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