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A test to determine crystallinity of mould fluxes

Z. LI, R. THACKRAY, and K.C. MILLS
Department of Materials, Imperial College London, UK

A test has been devised that can predict accurately the % crystallinity developed in a slag film
formed between the steel strand and the mould. The % crystallinity in the test samples was
determined and compared with that for slag films formed in the mould when casting with that
flux. There was good agreement between the % crystallinity in the test samples and the slag films.
It was found that additions of TiO, and ZrO, had little effect on the amount of crystalline phase
formed, but additions of CaO caused a dramatic increase in the amount of crystalline phase
formed. Various parameters (which can be calculated from chemical composition of the flux) have
been plotted against % crystallinty in the test samples. It was found that the modified (NBO/T)
ratio provided the best relation with % crystallinity for the various parameters tested. The
recommended relation is % crystallinity=141.1(NBO/T)-284.0.
Keywords: continuous casting, mould flux, slag film, crystallinity, chemical composition

Introduction

Mould fluxes play an important role in the continuous
casting of steell. Casting powders are fed continuously onto
the top of the mould where they gradually heat up and
eventually form a liquid flux pool. Molten flux then
infiltrates into the gap between the shell and the mould. A
considerable portion of the first liquid to enter the
mould/shell gap freezes against the water-cooled mould to
give a solid slag film (usually ca. 2 mm thick) leaving a
thin liquid film (ca. 0.2 mm thick) against the shell. This
liquid layer provides the required lubrication for the shell.
The solid slag film controls the horizontal heat transfer
between the shell and mould. The lubrication and the
horizontal heat flux are the keys to the success of the
continuous casting process and are the reasons why the
performance of the casting flux is so important to the
process.

The horizontal heat transfer is important especially when
casting medium-carbon (MC) steels (0.06-0.18%°C),
which are particularly prone to longitudinal cracking due to
the mismatch in the shrinkage coefficients of the d- and the
v- phases of steel. This mismatch results in stresses in the
shell, which are relieved by longitudinal cracking. The
stresses can be minimized by keeping the shell as thin and
as uniform as possible i.e. by decreasing the heat flux.
Control of the heat transfer is therefore essential to avoid
longitudinal cracking.

There are two mechanisms involved in the heat transfer
process, namely, lattice and radiation conduction. The latter
is a process of absorption of radiant energy and its
subsequent re-emission. In molten glasses >90% of the total
energy comes from radiation conductivity (kg) but it is
decreased by (i) the presence of transition metal oxides e.g.
FeO and (ii) by crystallites in solids, which scatter the
photons. It has been reported that for the heat transfer in
slab casting, only 10-30 % of the total conductivity arises
from radiation conductivity. The overall thermal resistance
between the shell and the mould (R.fr) can be represented as
a series of resistances2-7.

Ry =R, +(d/k),+(d/k)

» +(d/K),, [1]

where Rc,/ 1s the thermal resistance at the Cu/slag
interface, d thickness and k thermal conductivity. Subscripts
gl, crys and lig refer to glassy, crystalline and liquid phases,
respectively, and Cu to the copper mould. The radiation
conductivity (kr) can be represented in Equation [1] as a
parallel resistances.

Recent work has shown that the two important terms are
Rcusi and the resistance of the solid layer {(d/k)g
+(d/k)crys}. Furthermore, it has been shown that Rcu/s
increases as (i) the thickness of solid layer increases and (ii)
the amount of crystalline phase in the slag film increases®.

A model has been developed to predict the optimum flux
composition in terms of the optimum lubrication (powder
consumption) and horizontal heat transfer for the casting
conditions and steel grade®. However, at the present time
the heat transfer is calculated solely from the thickness of
the slag film (which is represented by the break or
solidification temperature). In order to incorporate the
effect of the % crystallinity in the slag film, it is first
necessary to derive a relation between % crystallinity (or %
glass: % crystallinity + % glass = 100%) and chemical
composition. It has proved exceedingly difficult to obtain
sufficient slag films to establish such a relationship.

Consequently, the objectives of this study were:

* To develop a test that provides a reasonable measure of
the % crystallinity in slag films taken from the mould

* To use the samples derived in the test (in view of the
scarcity of slag films) to obtain a relation between
chemical composition and % crystallinity.

Several such tests have been reported in the published
literature10-11 but it is essential that such tests give a similar
value for the % crystallinity to that of the slag film. It
should also be noted that the slag film may be present in the
mould/strand gap for a considerable time. Thus some of the
crystallization developed in the slag film may develop as a
consequence of annealing in a temperature gradient: the hot
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face of the slag film (against steel shell) will be between the
steel liquidus and 1150°C12, but there has been some
dispute concerning the temperature of the slag film on the
mould side ranging from 300°C lower down to the mould13
to above 600°C14-16 although the temperature in the hot
face of a copper plate slab mould is estimated between
260°C and 110°C15,17,

It should also be noted that mould fluxes contain about 10
chemical components. Consequently, a large number of
experiments are required to establish any relation between
% crystallinity and % component through data analysis
techniques. For this reason we have tried several parameters
(which can be calculated from the chemical composition) to
obtain a reliable estimate of the % crystallinity. In order to
identify such parameters, it is necessary to understand what
factors affect crystallization (or glass formation).

In the case of glass formation various parameters have
been used to represent the polymerization of the silicate
structure. These range from simple relations for the basicity
(e.g., V ratio = %Ca0/%Si0,) to relations such as the
NBO/T (=number of non-bridging oxygen/number of atoms
in tetragonal coordination e.g. SiO;, Al,O3) which provide
a measure of the structure or polymerization of the melt.
Even the latter may be affected by components such as
MgO and MnO, which have been reported to promote glass
formation18-19 despite the fact they are classified as network
breakers.

Cuspidine (3Ca0-2Si0,-CaF,) has been reported to occur
in all mould fluxes containing fluorine20. Recently, Hanao
et al.2! suggested that the precipitation of cuspidine is the
first phase to be formed during the quenching of molten
mould fluxes and these cuspidine particles act as nucleation

Table I

sites for crystallization. Consequently, the % crystallinity
may be related to the amount of cuspidine in the sample.

It has also been suggested that ZrO, and TiO; also act as
nucleating agents for crystallization22. It is thought that the
solubility limits of these oxides are limited (about 2 and
10%, respectively) and they are precipitated on cooling and
act as nucleation sites. Consequently, the effect of ZrO, and
TiO; on the % crystallinity has also been studied using the
method devised in this work.

Experimental

Materials

The 8 commercial mould fluxes used in this study were
those for which slag films were available. Other mould
fluxes were tested to increase the size of the database. The
compositions are given in Table 1. The fluxes tested were
used for casting various steel grades in billet, bloom and
slab casting. The compositions of the samples used in the
study of the effect of CaO, ZrO, and TiO; additions (in the
form of 1 micron powders) on the % crystallinity are given
in Table II.

Data on % crystallinity

The % crystallinity (crystalline fraction) in the slag films
shown in Table I was derived from the work reported by
Courtney et al.23 on the same slag films. They determined
the % glass in the slag film by comparing the value of
several properties of the sample with that of a glass made
from the slag film by rapid quenching. The properties
measured were () the change in heat capacity at the glass

Normalized chemical compositions (after the removal of C and CO,) of mould fluxes (mass %) used in this study and the % crystallinity in
slag films and test samples

C/S MgO AlLO3 RO Fe,03 MnO F Film %crys | Test %crys | Stollberg %crys | Calculated %crys*

CA 1.25 1.62 431 5.39 1.08 0.54 9.70 85 80 10 92
cl 0.91 2.84 13.46 9.28 30 15 0 46
GA 1.07 3.20 15.50 1.20 0.60 1.20 7.10 8 5 0

MA 0.92 13.60 22.00 1.40 0.4 2.9 0 5 0

NA 0.94 5.40 5.0 2.10 5.10 6 0 9
PA** 0.76 3.30 18.60 5.10 1.40 2.60 0.10 6 5 0

PB 0.65 10.40 17.30 4.00 1.40 3.30 0.60 6 5 0

PC 1.15 5.83 11.36 1.75 3.50 8.74 99 17 90
PD 0.98 3.44 14.03 1.15 0.12 8.87 87 14 72
PE 1.00 8.43 5.42 1.21 0.12 5.72 6

SA 1.20 2.03 8.81 3.39 3.39 441 3.39 5 2
SB 0.84 0.67 10.00 6.00 3.33 6.67 4.67 5

SC 1.11 0.58 4.06 4.64 0.58 5.80 4.93 5 4
SD 1.14 0.58 5.81 6.40 0.58 5.81 39 7 35
SE 0.87 0.55 13.26 221 6.63 3.87 9

SF 1.04 0.83 6.65 7.20 0.55 6.65 12 8
SG 0.91 11.54 5.49 3.30 1.65 9.89 8

TA 0.90 43 3.60 12.10 6.50 90 71 5 74
WA 1.0 0.70 4.13 12.85 0.57 0.12 6.89 71 63
WB 0.86 1.30 5.77 14.53 1.99 0.05 9.81 18 19
WE 0.820 1.50 5.75 15.24 2.30 0.12 10.07 40 35 0 30

Film %crys, Test %crys and Stollberg %crys are the % crystallinity of slag films, slag samples produced by the present method, and slag samples produced
by Stollberg test in this work, respectively. *: Calculated %crys is the value calculated using Equation5, the relation between % crystallinity and modified
NBO/T obtained in this work for the mould fluxes of NBO/T >2.0. **: PA mould flux contains 12.0% BaO
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Table II
Normalized chemical compositions and % crystallinity of mould flux CJ and with addition of CaO, TiO2, and ZrO,

C/S Al,O3 R,O F TiO; 71O, Test %crys
CJ 091 2.84 13.46 9.28 15
CJ+CaOl 1.08 2.67 12.63 8.71 48
CJ+CaOlIl 1.26 2.51 11.89 8.20 98
CJ+3%TiO, 091 2.76 13.06 9.01 291 15
CJ+6%TIO, 0.91 2.68 12.69 8.75 5.66 22
CJ+3%ZrO, 0.91 2.76 13.06 9.01 291 21

transition, ACyt, (ii) the enthalpy of crystallization on
heating AH,ys and (iii) the change in thermal expansion at
Tg. Measurements were also made using metallography and
X-ray diffraction24. The values obtained using different
methods show some variation, but most of the values
(denoted as ‘Film %crys’ in Table I) have an uncertainty of
ca. 10 %.

‘Stollberg’ test10

20 g of the decarburized mould flux was melted in a Pt
crucible at 1300°C for 20 minutes and poured into a copper
crucible, which was immersed in cold water (<15°C). The
solidified sample was removed and sectioned, and the
thickness of the crystallized layer was measured to
calculate the % crystallinity.

Modified test

It was found that the % crystallinity in the Stollberg test
samples (derived by quenching molten fluxes) was
significantly lower than the measured values in the slag
films (Figure 1). Consequently, the tests were modified as
detailed below and in Figure 2.

* Mould powders were decarburized by heating at 650°C
for 16 hours in air

*20g of the decarburized sample was placed in a Pt
crucible and heated at 1300°C for 20 minutes

* The molten flux was then poured into a stainless steel
crucible at the desired temperature of 15°C to 650°C

*The sample and stainless steel crucible were then
heated at the desired temperature for a period of 10 to
40 minutes to simulate the annealing of mould flux film
between mould and steel shell

* The samples were cut and mounted in epoxy resin and
polished to 1 pum and then etched with 2.5% aqueous
HF. The samples were then observed with an optical
microscope and a scanning electron microscope. The %
crystallinity was determined by measuring the
thickness of the crystallized layer

* Through preliminary experiments, a holding time of 20
minutes at 610°C in stainless crucible is recommended.

Results and discussion

The results obtained with the modified test are described
below.

Effect of annealing temperature and time on %
crystallinity

The effect of annealing temperature for a fixed duration of
20 minutes is shown in Figure 3. It can be seen that %
crystallinity increases steadily with increasing annealing

temperature. The % crystallinity of the tested mould flux
sample CA at the temperature of 600°C to 650°C is similar
to that for the CA slag film. The effect of annealing time at
610°C is shown in Figure 4 and it can be seen that the %
crystallinity was not affected by the annealing time of 10
minutes to 40 minutes. Therefore, an annealing time of 20
minutes at 610°C in a stainless steel crucible is
recommended.

Temperature changes in the sample during testing
The tested sample was about 5.5 mm in thickness. The
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Figure 1. The % crystallinity in test samples as a function of %
crystallinity in slag films
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Figure 2. Experimental flow chart employed in this study
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Figure 4. The % crystallinity in test samples of mould flux CJ as
a function of annealing time at 610°C

temperatures of various regions of the sample were
monitored by placing three K-type thermocouples in the
stainless steel crucible in the positions of 0.5 mm, 2.5 mm
and 4.5 mm from the inner bottom of the stainless crucible
and denoted as bottom, middle and upper, respectively. The
results are shown in Figure 5. The temperatures increase
dramatically after pouring the molten flux into the crucible,
but after holding for about 10 minutes, the temperature in
the slag sample remains at 610°C.

Comparison of test results with % crystallinity
in slag films

The results obtained for the % crystallinity in the slag films
(x-axis) are compared with the values obtained with the test
samples (y-axis) in Figure 1. It can be seen from this figure
that:

* There was good agreement with the % crystallinity in
the test samples with that measured in the slag films;
the test slightly underestimates the % crystallinity

816

* The % crystallinity in the Stollberg test samples in this
work is significantly lower than that measured in the
slag films.

Effect of ZrQ,, TiO; and CaO additions on the %
crystallinity

Additions of 3% ZrO, to flux CJ resulted in a small increase
in the % crystallinity (Table II), whereas additions of 3%
TiO; resulted in no increase in % crystallinty, and 6%
additions caused only a small increase in crystallinity.
However, additions of 4% and 8% CaO brought about large
increases in the amount of the crystalline phase.

Rocabois et al.25 also found that TiO, and ZrO, additions
in Al,03-Ca0-Si0;,-NayO-CaF; liquids containing less than
30% SiO; did not cause a significant increase in the
formation of the crystalline phase to be formed (cuspidine),
but did increase the growth rate of the particles. There was
evidence of nucleation of some cuspidine crystals on ZrO;
particles. They concluded that crystallization occurred by
homogeneous nucleation and diffusion-controlled growth.

The increased crystallization caused by CaO additions is
not surprising since it is known that increased basicity, as
represented by (%CaO/%Si0O;) causes increased
crystallinity18,26. This ratio has been used as a simple
measure of the depolymerization of the melt.

Relations between % cystallinity and parameters
representing composition

Parameters representing depolymerization

It was noted above that the (%Ca0/%SiO,) ratio has been
used as a measure of the depolymerization of the melt and it
was also noted that increases in this ratio are accompanied
by increases in the amount of crystallinity. Various other
parameters have been proposed as a measure of the
depolymerization of the melt and these have been plotted
against the % crystallinity in the test samples.
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Figure 5. Temperature distribution in the slag sample of mould
flux CJ during test. Bottom 0.5 mm, Middle 2.5 mm, and Upper
4.5 mm from the inner bottom of crucible
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In this work, the % crystallinity of mould fluxes has been
plotted as a function of three parameters, namely, (i) the
oxygen to silicon mole ratio (O/Si or O/Si)27, (ii) mole
ratio28, and (iii) NBO/T29. But it was found that in these
relations the results for mould fluxes SA, SC, SG etc.
exhibit low % crystallinity values which diverge from the
bulk of the data.

This low % crystallinity in the test samples SA, SC and
SG may be associated with the high MnO contents in
mould fluxes SA and SC and high MgO content in SG. The
% crystallinity of mould fluxes decreases steeply when the
MgO content is >5%, and it will be less than 10% if the
MgO content exceeds 7% or so18. It is also known that the
crystallinity of mould fluxes increases with increasing MnO
content for %MnO<4%, but obviously decreases with
increasing MnO content above 4% MnO. It can be
concluded that MgO or MnO promote glass formation if the
MgO content exceeds 5—7% or MnO exceeds 4%.

Modified O/Si ratio

The modified oxygen to silicon (mole) ratio (O/Si) is
calculated by the following formula. It is considered that
the glass network cannot be formed if (O/Si)>327.
Neao + Maggo + Moo + Mo + 2Ncyp, +

Nya,0 T g0 T 3”1’620; + 2”5:‘02 +

(2]

3nA,203 + 2nm2 + 3713203

0/Si=

Ngio, + 2”/41203 + g, T 2”3203
(+nMg0 + nMnO)

where n = mole number of the component in the mould
flux. The bracket in the denominator means it will be
included into the denominator if MgO is larger than 7.0%
and or MnO is larger than 4.0%.

Figure 6a shows that:

e any mould flux with the modified O/Si ratio <3.1 is
glassy. The % crystallinity increases with increases
when the modified O/Si ratio is >3.1

* there is a reasonable amount of scatter in the plots.

Modified mole ratio

Neumann et al.28 suggested mole ratio to express the
crystallization ability of mould fluxes, that is a modification
of the basic/acidic oxide mole ratio where fluorine appears
in the numerator with the network breaking components. In
this work, this ratio is modified as:

Neao T Mo T lear, T lyg0

nKZO + nFqO} (+nMgO + nMnO) [3]

N0, ¥ Nus0, T Mgio, g0,

(+nMg0 + nMnO)

Mole ratio =

The bracket in the denominator/numerator means it will
be included into the denominator if MgO is larger than
7.0% and or MnO is larger than 4.0%, otherwise it will be
included in the numerator.

Figure 6b shows that:

e the % crystallinity of mould fluxes exhibits a good

relationship with the modified mole ratio

e below the critical value of 1.1 for the modified mole

ratio, the slag samples are completely glassy (very low
% crystallinity)

e above this point, the % crystallinity increases linearly

with increasing modified mole ratio

* the slope of this curve is a little steep, which means the
calculated % crystallinity will be very sensitive to small
changes in chemical compositions.

NBO/T ratio

The NBO/T ratio, i.e. the number of non-bridging oxygen
per tetrahedrally-coordinated atom, has been adopted to
represent the degree of depolymerization of silicate slags29.
In this work, this index is calculated as follows:
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2xCa0 + 2xBaO + 2xCaF2 + 2xNu20 -

2xAl203 + 6)CF(»,203 + (2ng0 + 2an0) (4]
Xsio, "'2)%1203 T Xpo, T 2x3203 +

(ngO + anO)
where x = mole fraction of the component in the mould
flux. The bracket in the denominator/numerator means it
will be included into the denominator if MgO is larger than
7.0% and/or MnO is larger than 4.0%, otherwise it will be
included in the numerator.
Figure 6¢ shows that:
« there is a good relationship between the % crystallinity
and the modified NBO/T
e the critical point occurs at NBO/T=2.0. Below this
critical point, the slag samples are completely glassy
(very low % crystallinity), whilst above this point, the
% crystallinity increases linearly with increasing the
modified NBO/T
ethe recommended equation to calculate the %
crystallinity is:

% crystallinity = 141.1(NBO/T)—-284.0 (5]
The calculated % crystallinity using Equation [5] for the

mould fluxes with the modified (NBO/T)>2.0 is given in
Table I.

NBOIT =

Parameters representing % crystallinity

The maximum amount of cuspidine % was obtained by
calculating the maximum mass amount of cuspidine that
could be formed in 100 grams of mould flux. In mould
fluxes there is usually sufficient SiO, present so the mould
fluxes can be divided into CaO excess (CaF; insufficient)
and CaF, excess (CaO insufficient). The maximum mass
amount of cuspidine is calculated according to the
insufficient component (CaF, or Ca0O). It is possible that
crystallization is affected by whether there is an excess of
CaF, or CaO, and so these have been plotted by different
symbols in Figure 7. It can be seen that there is a reasonable
relation between the parameter and % crystallinity for those
samples where there is an excess CaF, but more work is
required to determine any relation for those fluxes with an
excess of CaO.
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Figure 7. % crystallinity % as a function of maximum calculated
cuspidine amount
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Therefore for the various parameters tested, the most
reliable estimates of the % crystallinity are obtained using
modified NBO/T.

It should be noted that the slag films may not be
homogeneous. The methods used to measure % crystallinity
use very small samples and thus local inhomogenities may
result in variations in % crystallinity in the slag film.
Furthermore, the crystal fraction in the slag films would be
expected to vary with position in the mould, namely (i) in
the corners where there is stronger heat extraction
(particularly in billets)) and (ii) with distance from the
meniscus. All of these points suggest that there will be
uncertainties associated with the measurement of the %
crystallinity in addition to any systematic errors arising
from the measurement method. Thus the results reported
here will be prone to some uncertainty but should allow the
% crystallinity to be taken into account in development of
the model for selecting mould flux composition.

Conclusions

* A test has been devised that provides a good measure
of the % crystallinity found in slag films taken from the
mould

* Additions of ZrO; and TiO; did not result in any
significant increase in crystallinity

*The parameter NBO/T was found to be the most
suitable of the various parameters tested to derive the
% crystallinity from the chemical composition. The
recommended equation to calculate the % crystallinity
for the mould fluxes with the modified (NBO/T)>2.0
is: % crystallinity = 141.1(NBO/T)-284.0.

Acknowledgements

The authors would like to thank Ms. Maria Carolina C.
Bezerra (Carboox, Brasil), Dr. Adrian S. Normanton and
Dr. Bridget Harris (Corus UK), Mr Willem Van der Knoop
(Corus Netherlands) and Dr. Riccardo Carli (Prosimet,
Italy) for supplying industrial mould slag films and
industrial mould fluxes. They also acknowledge funding
from EPSRC.

References

1. MILLS, K.C. The performance of casting powders
and their effect on surface quality, in Steelmaking
conference Proceedings, 1.a.S. Society, Editor. 1991,
Iron and Steel Society: Warrendale, USA.
pp. 121-129.

2. CHO, J.W., et al. Heat transfer across mould flux film
in mould during initial solidification in continuous
casting of steel. ISIJ International, 1998. 38(8),
pp- 834-842.

3. TAYLOR, R. and MILLS, K. Physical properties of
casting powders: part 3 Thermal conductivities of
casting powders. Ironmaking and Steelmaking, 1988.
15, pp. 187-194.

4. SUSA, M., et al. Thermal properties of slag films
taken from continous casting mould. Iron and
steelmaker, 1994. 21(4), pp. 279-286.

5. CHO, J.W., et al. Radiative Heat transfer through
mould flux film during initial solidification in
continuous casting of steel. ISIJ International, 1998.
38(2), pp. 268-275.

6. CHO, J.W., et al. Thermal resistance at the interface
between mould flux film and mould for continuous

MOLTEN SLAGS FLUXES AND SALTS



10.

11.

12.

13.

14.

15.

16.

17.

A TEST TO DETERMINE CRYSTALLINITY OF MOULD FLUXES

casting of steels. ISIJ International, 1998. 38(5):,
pp- 440-446.

MILLS, K., et al. The use of thermal analysis in the
determination of the crystalline fraction of slag films.
Thermochimica Acta, 2002(7058), pp. 1-10.

YAMAUCHI, A. Heat transfer phenomena and mould
flux lubrication in continuous casting of steel. 2001,
KTH.

MILLS, K.C. and FOX, A.B. Review of mould flux
performance and properties. in 4th European
continuous casting conference. 2002. International
Convention Centre, Birmingham, UK, IOM
Communication.

CHANG, S.H., et al. Development of new mould
fluxes at Pohang works, in Proceeding of continuous
casting of steel in developing countries. 1993.
Beijing, China.

SAKAI, H. Crystallisation behaviour for molten
fluxes. in Proceedings of 5th International
Conference Molten Slags, Fluxes and Salts. 1997.
Sydney: ISSS.

GRILL, A., SORIMACHI, K., and BRIMACOME,
J.K. Heat flow, gap formation and break-outs in the

continuous casting of steel slabs. Metallurgical and
Materials Transactions B, 1976. 7B, pp. 177-189.
MENG, Y. and THOMAS. B.G. Interfacial friction
related phenomena in continuous casting with mold
slags, in ISS Technology Conference Proceedings.
2003. Indianapolis, Indiana, USA.
RIBOUD, P.V. and LARRECQ. M.
Steelmaking Conference Proceedings. 1979.
LANYI, M.D. and ROSA, C.J. CASTING fluxes:
physical properties affecting strand lubrication.
Ironmaking and Steelmaking, 1982(1): pp. 25-31.
NAKAIJIMA, K., et al., Influence of mold heat flux
on longitudinal surface cracks during high-speed
continuous casting of steel slab. The Sumitomo
Search, 1994(55), pp. 32-39.

SAMARASEKERA, 1.V. and BRIMACOME, J.K.
The thermal field in continuous casting moulds.

in AIME

18.

19.

20.

21.

22,

23.

24,

25.

26.

27.

28.

29.

Canadian Metallurgical Quarterly, 1979. 18(3),
pp. 251-266.

PINHEIRO, C.A., SAMARASEKERA, 1.V., and
BIRMACOMBE, J.K. Mold flux for continuous
casting of steel. Iron and Steelmaker, 1995,
pp- 37-39.

CARLI, R., RIGHI, C., and TINTORI, S. Molten
fluoride slag chemistry-thermodynamic and kinetic
aspects, in Mills Symposium. 2002. London: IOM
London.

GRIEVESON, P., et al., Physical properties of casting
powders: part 2 Mineralogical constitution of slags
formed by powders. Ironmaking and Steelmaking,
1988. 15(4), pp. 181-186.

HANAO, M., et al., Mold flux for high speed
continuous casting of hypoperitectic steel slabs.
Tetsu-to-hagane, 2002. 88(1), pp. 23-28.

KOYAMA, K.E.A., in Nippon Steel Technical
Report. 1987. p. 43.

COURTNEY, L., et al., Crystallisation of slag films
formed in continuous casting. Ironmaking and
Steelmaking, 2001. 28(5), pp. 412-417.

RIAZ, S., et al. Determination of mould powder
crystallinity using X-ray difractometry, in Mills
Symposium. 2002. London, UK: The Institute of
Materials, London.

ROCABOIS, P., et al., Crystallization kinetics of
Al,03-Ca0-SiO; based oxide inclusions. Journal of
Non-Crystalline Solids, 2001. 282(1), pp. 98—109.
SORIMACHI, K., Fachber.
Metallweitver., 1982. 20(4), p. 244.
VOGEL, W., Glass Chemistry. 2nd edition 1995,
Berlin; London; Springer-Verlag.

NEUMANN. Mould fluxes in high speed thin slab

casting. in ISS Steelmaking Conference Proceedings.
1996. Pittursburg.

MILLS, K. The influence of structure on the physico-
chemical properties of slags. ISIJ International, 1993.
33(1), pp. 148-155.

Huttenpraxis

819



820 MOLTEN SLAGS FLUXES AND SALTS



