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Research on Temperature Field Distribution and Solidification Heat Transfer
of the 82B Caster Secondary Cooling with PROCAST Numerical Simulation
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ABSTRACT In this paper, take the optimization and modification of the secondary cooling in steel plant,
Shougang Shuicheng Iron and Steel (Group) Co., Lid. as the research object. Combined with the nail shooting ex-
periment, establish the solidification heat transfer model with the help of Procast numerical simulation software to
jointly study the influence of typical throwing process ( drawing speed, degree of superheat) of the small billet caster
on the slab temperature distribution. Then provide feasible theory support and solutions for optimization and transfor-
mation of the secondary cooling in Shougang Shuicheng Iron & Steel by making optimization adjustment on tempera-
ture distribution and optimizating the solidification heat transfer of caster secondary cooling, which can improve the
billet quality and reduce quality defects.
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