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Abstract : The present paper elaborates the necessity and feashility of upgrading the
process control and automation system in the dab continuous caster introduced from
Voestalpine A G and analyzes the effect of such afew parameters as the drawing speed
and the overheat extent on the processs of the dab production by the established second-
ary cooling dynamic control model in the continuous casting dab solidification heat-
trander process. The deviation val ue of the tundish temperature and the target temper-
ature are introduced in the secondary cooling water control model as the feedforward
control of the flow revison and as the result the adaptability of the secondary cooling
water flow to the change of the drawing speed is improved, thus contributing a great
deal to the equality and condstency of the surface temperature of the dab as well as to
the improvement in the quality of the dab. On the bass of the above mentioned effort
development of the secondary cooling control system under the Windows operating sys
tem was accomplished and comparison was made beween the running results of the cur-
rent system and that of small szed Alpha machine running under the off-line condition
and they are in good agreement with each other. It shows that the new model can re
place the secondary cooling control function of the small szed machine under the Win-
dows operationg system.

Key words: continuous casting; finite volume method; solidification heat-trander; dy-
namic control of secondary cooling; upgrading
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1 Alpha
/ 1 / 7 / 7 / 1 / 7 / 7 /
. mm (L-m % mn?Y . mm (L-m % mn?Y
(m-min %) m-min~ %)
Alpha PC Alpha PC Alpha PC Alpha PC Alpha PC Alpha PC
1.000 17.1 17.2 73.7 73.7 925.5 925.5 1.183 16.3 16.3 74.0 74.0 925.1 925.1
1.017 17.1 17.1 73.7 73.8 925.4 925.4 1.167 16.3 16.7 74.1 74.1 925.0 925.0
1.033 17.1 17.0 73.7 73.8 925.5 925.6 1.150 16.4 16.4 74.2 74.2 925.1 925.1
1.050 17.0 16.9 73.8 73.9 925.1 925.1 1.133 16.5 16.3 74.3 74.3 924.7 924.8
1.067 16.9 16.9 73.8 73.8 925.2 925.2 1.117 16.7 16.7 74.4 74.4 924.8 924.8
1.083 16.9 16.7 73.8 73.8 925.3 925.3 1.100 16.7 16.7 74.5 74.5 924.9 924.9
1.100 16.8 16.8 73.8 73.9 925.4 925.4 1.083 16.8 16.7 74.6 74.6 925.1 925.1
1.117 16.7 16.7 73.8 73.8 925.4 925.5 1.067 16.8 16.8 4.7 4.7 924.7 924.7
1.133 16.6 16.6 73.8 73.8 925.5 925.5 1.050 16.9 16.9 74.9 74.9 924.7 924.7
1.150 16.4 16.4 73.8 73.8 925.1 925.1 1.033 17.0 17.0 75.0 75.0 924.7 924.7
1.167 16.3 16.3 73.9 73.9 925.2 925.2 1.017 17.1 17.1 75.1 75.1 924.3 924.3
1.183 16.2 16.2 73.9 73.9 925.3 925.5 1.000 17.1 17.1 75.2 75.2 924.4 924.4
1.200 16.0 16.0 74.0 74.1 925.5 925.5
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