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A simple Analytical model for solidification cooling rate based on the local
heat flux density
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Abstract

A new simple analytical model for prediction of cooling rate in the solidification process based on the local heat
flux density extracted during solidification is introduced. In the modeling procedure, a solidifying control volume
is considered in the mushy zone in which a heat balance equation is used to derive the present model. As the local
heat flux density is a measurable parameter, the present model can be used directly on a production line. The
present model was validated with numerical method and well adopted with analytical model of Garcia et al. The
validation depicted that the present model can predict the cooling rate during solidification process with the same
accuracy of the numerical method and Garcia’'s model. Moreover, it was shown that the present model can be used

to calculate the average and local cooling rate, where the available models face some difficulties.
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1. Introduction

One of the main parameters which affect the properties
of cast metal ingots such as solute segregation, final
distribution of inter-dendritic phases, secondary
dendrite arm spacing, and hot tearing is the cooling
rate in the mushy zone during solidification '-'V.
Usually numerical simulations of solidification are
used to calculate the cooling rate and its variations
along the mushy zone as a function of operational
parameters '*'9. However, a suitable analytical model
can be very useful for quick analysis of the cooling
rate. Garcia et al. developed an analytical heat transfer
model describing the displacement of the solidus and
liquidus isotherms and the temperature distribution in
melt/mold system in a unidirectional solidification of
binary alloys. The analytical model of Garcia et al.
can determine the tip cooling rate (CR) as a function
of parameters of the metal/mold system (such as
the thermal diffusivities of mold and solidus/melt
temperatures). This model can be described as follows
13,17-19).
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Where T is the non-equilibrium solidus temperature,
T, the environment temperature, 7, the liquidus
temperature and 7 the initial melt temperature M
implies the ratio of heat diffusivities of solid and mold
material (kcp /k,c,p,)"°> @ and a, present the solid
and liquid thermal diffusivity, respectively (k/cp,
and k/cp,) and o, the mushy zone thermal diffusivity
(k/cp,) which 1s calculated as described in the
reference . m indicates the square root of ratio of
thermal diffusivities of mushy zone and liquid (o /
)", n implies the square root of the ratio of thermal
diffusivities of solid metal and mushy zone (a/a )"
and 4 the heat transfer coefficient (W/m’K). The terms
0, and ¢, are solidification constants associated with
the displacement of the solidus and liquidus isotherm
and are determined by the simultaneous solution of
below equations:
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The term S, in Eq. 2, presented in the model of Garcia
et al. is the position of liquidus isotherm from metal/
mold interface and is calculated using the solidification
time () as follows:
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Where L, is the thickness of total pre-existing adjunct
to metal in the virtual system (solid and mushy) and is
determined by the following equation:

LN
nd,

Although it seems that the model of Garcia et al.
considered many parameters, the multiplicity of the
metal/mold parameters makes it a complex model. For
example, calculation of (I)l and ¢2 leads to a complicated
computational procedure in the model. Moreover, the
presence of many variables in this model would raise
the errors in the computation process.

In fact, the solidus and liquidus isotherms positions and
the temperature profiles in the mold, solid, mushy and
liquid zones are dependent on the local heat flux density
extracted during the solidification 2”. Furthermore, the
thermal diffusivities of mold, solid, mushy and liquid
zones determine the thermal resistivity against the heat
extraction during solidification. So, using the local heat
flux density instead of above mentioned parameters
can not only decrease the variables significantly but
also represent the mold/metal parameters and some
operational parameters such as the casting velocity
and cooling conditions in a continuous casting process
2D, Therefore, the main goal of the present research
is to derive a simple analytical model for calculating
the cooling rate through the mushy zone as a function
of local heat flux density. Attempts were made to
enable the new present model to predict the cooling
rate corresponding to any temperature and at any solid
fraction in the mushy zone while it keeps its simplicity.
Hereinafter, the simple analytical cooling rate model
introduced in this work is briefly called SACR.
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2. Numerical Simulation of Solidification

In this research, to validate the present analytical
models, a numerical simulation of solidification is
developed. In the first step, it is necessary to choose
a solidification system; hence, due to the importance
of continuous casting (CC) process of steel, this
process is chosen for numerical simulation. In order
to investigate the chemical composition, four grades
of steels with dissimilar carbon contents and similar
alloying elements are chosen. The basic steel alloy is
1.32 wt% Mn, 0.28 wt% Si, 0.007 wt% P and 0.007
wt% S. The carbon contents are 0.08 (steel of S1), 0.12
(steel of S2), 0.16 (steel of S3), 0.3 (steel of S4), and
0.4 (steel of S5). Table 1 summarizes the operational
parameters of CC process of steels.

In this work, the following assumptions were made
in the numerical simulation of CC process of a steel
bloom:

35

Table 1. Practical and solidification conditions used
for the numerical simulation of bloom

sample S1 S2 S3 S4
Wit% C 0.08 0.12 0.16 0.4
Trouring - °C 1550 1545 1540 1530
AH,, - J/kg 243000 258000 259000 252000
AT, - °C 4.63 4.66 47 4.58
Mold dimensions - m 0.23 x 0.25
Mold length - m 0.78
Ve-m min™ 0.75
Mold level - % 85
Ouora -lit min™! 2347
O, ; - lit min™ 23
0, - lit min™ 56
O, ; - lit min™ 33
k- WimK 39
k, - WimK (21.6+8.35x10°°T)
o - kg m? 7965.98-0.619T
o - kgm? (8105.91-0.5091T)
C, - J/kgK 824.6157
C, - J/kgK (429.849+0.1498T)

a) Heat transfer along the transverse section of bloom
is recognized as symmetry and along the bloom
withdrawal direction is neglected.
b) The latent heat of steel solidification is converted
into an equivalent specific heat capacity in the mushy
zone 22,
¢) The fluid flow is expected to affect thermal field via
enhanced heat transfer and then an effective thermal
conductivity is employed in the liquid core and mushy
zone of bloom %,
According to the forgoing assumptions, a two-
dimensional unsteady state heat transfer equation is
available as follows:
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Where p is the temperature dependent density (kg/m?), C’
the temperature dependent equivalent heat capacity
(J/kg K), T the bloom temperature (K), ¢ the time
(s), x and y the rectangular coordinates (m) and k
the temperature dependent thermal conductivity of
steel (W/m K). The equivalent heat capacity, C’, is
determined by following expression *9:

C(T) T<T or T>T,

()= ®

cry+al, L T <r<r
oT

Where C(7) is the specific heat of solid steel or liquid
steel, which is a function of temperature, 7 is liquidus
temperature of steel, 7, is solidus temperature of steel



and f; is the solid fraction in the mushy zone. The term
/. is calculated as follows:

_T-T,
heTo

)

Boundary Conditions
The boundary condition for the surface of the strand is

written as follows:

oT
—-k(T)—= (10)
on
Where 7 in the normal to the boundary and % = %
fory = 0 and 6—T a—T for x = 0. The extracted heat

oy
(g, in w/m?) dunng CC process is calculated using
separate models for mold, spray and radiation regions

and is used as boundary conditions.
In the mold region *V:

_ o AT; pw Cw Qmold X e_az

qe_
P l-e

(11)

where O is the volume cooling water rate (m’/s),
p, is density of water (997 kg/ m3 at 25 °C), C_ is
heat capacity of water (4180 J kg at 25°C), P, is
perimeter of the tube mold (billet and bloom mold),
z is mold length (starting from the meniscus) (m), a
is slope of straight lines in a ¢ -z half-logarithmic plot
and its value used in this work is /.5m”, AT T 1is total
increase of the cooling water temperature (°C) and
the term H  is the effective mold length which is in
contact with the melt and is calculated by (mold level
xH ) where i, is the mold length ().

In the spray cooling region 9:

q,=h,(T-T,) (12)

Where the subscript j shows the number of spray
cooling section. In the present research, the spray
cooling zone is divided into 3 sections according to
the flow rate of water. hj is the convective heat transfer
coefficient in the j” section, which can be calculated as
follows (in kW/m?°C):

h; =h,

Where h ,7and h__ are the parameters of nozzle, for
air-mist spray nozzle h, is 0.35, ris 0.556 and h
0.13. w, (in fit s'm?) is the sprayed water dens1tyand
can be calculated by following formula:

9,

SoWl+h, (13)

w; y
J

Where 4, is the sprayed area of the ;" cooling section

and Q. 1s the spray water flow rate in the j™ cooling

(14)
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section.

In the Radiation cooling region *":

qe :hRa(T_T;me) (15)
hy, =0 € (T*+T,,)(T+T,,) (16)

Where e is the emissivity of bloom surface (0.8), s the
Stefan— Boltzman constant (5.67x10"% W/m’K?), and
T, is the ambient temperature (K).

The local heat flux density extracted from the
solidifying steels is calculated by Eqgs. 10-15 and
is applied as boundary conditions in the numerical
simulation of CC. Fig. 1 depicts the local heat flux
density as a function of solidification time (or distance
from meniscus) for samples S1-S4. The steps created
in the local heat flux density curves is due to sudden
changes in heat extraction rate from the strand surface
as the strand moves from the mold to the sprays, from
a spray zone to the next one or from the sprays to the
radiation zone. These local heat flux densities also will
be used in the SACR model in the next parts.

Fig. 2 depicts the numerically simulated shell thickness
curves for steels of S1-S4. In fact, these curves show
the position of isotherms coincident to /=0 and /=1 at
any solidification time during CC process. In this work,
these diagrams are used to determine the final length
of mushy zone (L /) as well as local solidification time
(). The calculatlon procedure ¢ and corresponding L /
at any desired solidification time have been 1llustrated
in Fig. 2. As this figure shows, the vertical distance
between the lines of £=0 and /=1 determines L,/ and
the time required for the mushy zone to grow "from
f.=0 up to f,=1 (the horizontal distance) is equal to l
Table 2 lists ¢, and corresponding L / extracted from
the shell thickness curves (Fig. 2) at some desired
solidification times for the steels S1-S4.

0,17
0,15
1.8 1 0,13
o 164
=}
; 1,4 4 0,11
= 121
‘A 0,09
s 4
15}
kS
% _
i 0,8 0,07
= 0,6 475 485 505 515 525
= 0,4
—8 i _ spray 11 )
£ 024 E spray 111 radiation
0 T T T T T T T T 1
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solidification time - s

Fig. 1. The local heat flux density extracted during
solidification calculated using analytical models



International Journal of ISSI, Vol.7 (2010), No.2

0,07
g 006 o
' S1 . ) { (52)
2 005 | " mr=00 g 006 | (
£ \ £
= = = 0,05
% 0,04 A= 7
2 2 0,04
s s
£ 0,03 =
= 2 003
S ] S
£ 002 E 0,02
3 3
§ 0,01 S 0,01
2 @
= 0 i - - S 0
0 200 400 600 800 1000 0 200 400 600 800 1000
solidification time - s solidification time - s
z 007 . 0,105
o 0,06 (S3) o 009 {(S4)
Q Q
& &
S 0,05 - S 0,075
172} v
2 004 2 006
£ L/ s
; 0,03 4 2 0045
S S
< 0,02 = 0,03 |
[} [}
Q Q
g oot 5 0015
2 @
C 0 ‘ s 0 ‘ ‘ ‘ :
0 200 400 600 800 1000 0 200 400 600 800 1000

solidification time - s solidification time - s

Fig. 2. The shell thickness curves corresponding to f.=0 and f.=1 simulated by the numerical simulation

Table 2. The local solidification time and final mushy zone length at any desired solidification time calculated

using Fig. 2.
Solidification time -s | S1: 0.08 wt%C | 82:0.12 wt%C | S3:0.16 wt%C S4: 0.4 wt%C
-5 I me—m -5 L,,,f—m -5 L,,f—m t-s ‘ me—m
20 8 0.002449 9 0.00253 10 0.003185 12 0.005111
150 84 0.007392 89 0.008047 94 0.009638 112 0.016094
300 158 0.009919 166 0.010761 178 0.012726 216 0.021522
450 228 0.011977 242 0.0131 260 0.015439 318 0.026107
600 300 0.013662 315 0.014784 338 0.017592 412 0.030037
750 368 0.015159 390 0.016562 418 0.019557 506 0.03359
900 436 0.016562 462 0.018059 496 0.021522 615 0.038107

3. Procedure of SACR modeling

The following concepts and assumptions
considered to derive the SACR model:

a) During solidification of the melt, the heat extraction
changes the energy of the materials in two ways:
1-There is a decrease in the enthalpy of the liquid or
solid due to cooling which is known as sensible heat.
2-There is a decrease in the enthalpy due to liquid/
solid and solid/solid transformation which is known
as latent heat.

b) The heat extracted during solidification process,
must pass through several thermal resistance such as
liquid wall, mushy wall, solidified shell, interfacial
resistance (mold powder layer and air gap in the
mold region and oxide layer below the mold in CC
process) and the mold wall [28-29]. Fig. 3.a depicts
the thermal resistance against the heat transfer during
solidification (mold region in CC process). According

are
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to these assumptions, these thermal resistances act as
series wall.
c) The solid/solid latent heat is ignored.
d) Based on the assumption b and c, it would be
possible to suppose that the heat extracted from the
mushy zone is equal to the heat passing through the
solidified shell, the interfacial resistance, and the
mold.
Let us consider a control volume in the mushy
zone including a dendrite with the length of L / and
liquid surrounding it (Fig. 3(b)). According to the
above assumptions, the heat balance equation in
the solidifying control volume could be written as
follows:

d f

A
9. 77

Where the term A4 (in m?) is the surface area of heat

amn

dT
C (E9)+pAH
p ,,(dt) pAH,(



transfer and the term V (in m?) represents the volume
of solidifying control volume.

interfacial resistance

mold solid mushy liquid L=L' L=0
(a) (b)
Fig. 3. (a)The schematic illustration of thermal

resistances against heat withdrawal during a
solidification process and (b) the solidifying volume
in the mushy zone.

In fact, the above equation represents the heat balance
during growth of a dendrite (or a mushy wall) form
L =0(tt=0,T=Tandf=0)toL =L/ (att=
1 T= T and f=1) where the term of L _(in m) is the
tlme dependent length of mushy zone, t T, and f are
the time (in ), temperature (in °C) and solid fraction
through the solidifying control volume, respectively.
According to Fig. 3(b), when the solidification in the
control volume is done, the terms of ¢, f,, and 7 vary
between 0-¢, 0-1, and T-T respectively. As can be
seen from Fig. 3(b), the left side of control volume
is corresponding to 7, and the right side of it has been
located at 7. In other words, the term f, at the right
side of control volume is equal to zero and at the left
side of it is equal to one. The terms p and C, represent
density and specific heat of mushy zone, respectively
and the term AH_ is the latent heat of fusion.
Although the term cooling rate (d7/df) has been
presented in Eq. 17, we cannot use it to calculate the
cooling rate; because it is difficult to compute the term
(df/dt) as a function of operational parameters.
According to Fig. 3(b) it can be possible to write the
term A/ as follows:
A 4 1

A__4 18
vV o AL, L 1o

m

It would also be possible to express the term L
as a function of ¢ using a parabolic growth rate
relationship 3 where:

=0t (19)

Substituting Eqs.18 and 19 in Eq. 17 leads to the heat
balance equation as a function of #:

1
4oy
()

(20)

df
" dt
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Due to the terms t and df/dt, the above equation
cannot be useful to calculate the cooling rate (dT/dt).
Therefore, it can be written as:

1
q. dT df, dT
<t ?2=-pC, (—)+pAH, (—>x—
o P p(dt) P m(dT dt)
Multiplying above equation in the term d, gives the
heat balance by following equation:

(e2y)

1
%t Wi =—pC,dT+p AH, (o /. a7y (2
Advantage of above equation (22) is separating the
temperature dependant terms and the time dependant
terms. Also, the term df/dt has been replaced by the
term df/dT which makes the equation simpler to
compute.

When dependency of p and C on temperature is
ignored, integration of Eq. 22 in the time range of 0 - ¢
and temperature range of 7, - T gives:

2 1
(%)(rV:—pcp(T—TalAHmfs (23)

So, it is possible to derive a correlation for the cooling
rate (d7/d¢t) in the mushy zone as a function of local
heat flux density which is independent of variable time
t in the mushy zone. For this purpose, it is necessary
to extract the temperature (7) versus the time (¢) and
then calculate the d7/dt. However, extraction of heat
T vs. t is not too simple to calculate d77/dt ; therefore,
it is necessary to calculate 7 vs. 7 by the following
equation:
2
-2 @)

~[-pC,(T-T)+pAH, [T’

e

Hence, the drive of the inverse of cooling rate can be
implied by Eq. 25:

di_ o
dT  4q’
x[-pC,(T'-T)+pAH, []

df
" dT

x2x[-p C,+p AH ]

(25)

Finally, it is enough to reverse the above equation and
derive the Cooling Rate (CR) equation as follows:

2

_dT _ 2q;
T dt DCAN
Where the term C' (in j/m?/ °C) is called apparent
volumetric specific heat and the term A&’ (in j/m?) is

called apparent volumetric latent heat defined in the
present work by Egs. 27 and 28:

d f,
m dT

h=p(=C,(T-T)+AH,[)

(26)

=p(-C,+AH 27

(28)
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Eq.26 expresses the SACR (in °C/s) model and can
calculate the solidification cooling rate at any solid
fraction and corresponding temperature. If /=1, the
cooling rate is calculated over the temperature interval
between 7, and 7, which is known as average cooling
rate through the mushy zone.

Mathematical modeling of ©

For modeling the term @ (in m/s"%), the dendrite
velocity during solidification process through a control
volume can be used. According to Fig. 3(b), it can be
imaged that a dendrite moves (in a control volume)
from L =0 to L = L/ in the time duration of ¢
therefore, an average velocity (v, in m/s) is considered
for a dendrite as follows:

L
¢

v

- (29)
7

When the liquidus isotherm is the interface between
the liquid zone and mushy zone, it would be possible
to calculate the growth velocity of mushy zone by

using a simple heat flux Eq. 31:

pAH_v_=k__ G . —kG, (30)

mushy " mushy

Where G, (°C/m) is the thermal gradient of fully liquid
zoneand G, , (°C/m)is the thermal gradient of mushy
zone. The mushy zone (as a thermal wall) is a mixture
of liquid and solid. So, its conductivity (k, ) is
replaced by an equivalent thermal conductivity which
is calculated by k. =K f + Bk (1-f) in which
the term B is a constant number for consideration of
turbulence in superheated melt and varies between 2
and 7 *». Combination of Eqgs.29 and 30 gives the local

" T-T=0°C A T-T=10°C
P
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g g
| 0,0009 ] ' ; ; n [] (] |
A A A =)
S 00008 I
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0 200 400 600 800 1000
solidification time - s
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o 0,001 V';
E | | | ] | ]
| 0,000 ! ¢ o |
.
€ 00008 A 4 ©
0,0007
S3
0,0006 ‘
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solidification time - s

solidification time:
pAH,,
G.. —kG,

€2))

t, =1 %
f "k

mushy — mushy

As mentioned before, when =t, the mushy zone
length would be equal to L /. Thus, we can write Eq.19

for ¢ = 1,as follows:

L,=o.t,

Extracting the term of 7, from Eq.32 and substitution of
itin Eq.31 give the term @ by Eq. 33:

(32)

Gmushy _lel 2
pAH
When the mushy zone is considered as a thermal wall,

the term L / can be calculated by using Fourier heat
transfer equation. Hence, the L / can be written as:

I-T,
q.

The thermal gradient of mushy zone and fully liquid
zone presented in Eq. 33 are also calculated by using
Egs. 35 and 36:

17 5 Kmushy (33)

o

L =—k (34)

mushy

_L-T
mushy Lf (35)
T —-T
= r (36)
Ll
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Fig. 4. Variation of ® with solidification time in various values of (' T - T)
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The term T, is the pouring temperature and the term
L, is the length of fully liquid zone (see Fig. 3(a)).
To calculate the term L, , if half of casting wide
is considered as W, then according to Fig. 3.a the
following equation can be written for the length of
fully liquid zone:

L=Ww-L -L,

The term L_(in m) represents the fully solidified shell
thickness and is calculated as follows:

L =K.\t

Where ¢ is the solidification time (in s) and K is a
constant which is determined by experiment or
numerical simulation work, and this can be a limitation
in calculation of ®. Moreover, determination of L /is
not possible easily by analytical method. Therefore, in
the next part, the challenge is to simplify Eq. 33.
Simplification of @

The term T, represented in Eq.36, is supposed to be
constant during calculation of @ using Eq.33. In other
words, Eq.33 calculates the term @ with a constant
temperature difference of (Tp — T). Fig. 4 shows
variation of ® with solidification time in various values
of (Tp — T) for all of the steels under CC process.
Actually, in a casting process, the melt temperature
difference is decreased by increasing the solidification
time (because the temperature of melt center is
decreased) and according to Fig. 4, when the melt
temperature difference is decreasing; the term @ is
decreased, too. Moreover, dependency of ® on the
solidification time became more invisible. Also, Fig.
4 reveals that in the initial stages of solidification
(where practically the melt temperature difference
has a considerable value) the term @ does not change
significantly with the melt temperature.

Based on the above explanations, it would be possible
to neglect the thermal gradient of fully liquid zone in
comparison to the thermal gradient of mushy zone.

(37)

(3%

Fig. 5 compares the terms of G, and G sty calculated
by Egs.35 and 36 for the sample of S3.
12000
@)
g 10000 O G .y
1 "Ye,
< 8000 |
g 6000
" 4000 - 8
: °© o o
2 2000
e o e e e e |

0 200 400 600 800 1000

solidification time - s

G

mushy

Fig. 5. Comparison between the terms of G, and
for CC of steel of S3
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This figure confirms that the term G, is noticeably
lower than the term G, o therefore, it can be possible
to ignore the term G, in comparison to G

mushy®

Elimination of G, and replacement of G, with Eq.35
changes Eq.33 as follows:
k T-T) L
(D:[ mushy( 1 s)]2 (39)

pAH,

In fact, this equation represents the simplified form of
Eq.33 which is independent of the terms L /and L,.

4. Model Validation

Validating the model of ®

As already shown, the final length of the mushy zone
is related to the local solidification time by the term ®
(see Eq.32). The result of CC simulation shows (see
Table 2) the variation of L / versus 1, that has been
plotted in Fig. 6 as well. This figure indicates that
the power form trend line is fitted on the simulated
data. Comparing the fitted equations (showed on
the top of Fig. 6) with Eq.32 confirms, with a good
approximation, the term L / is proportional to root
square of l, and this result is in agreement with the
one expressed in Eq.32.

o SI: L,=0.0009 24756
R?=0.9998

a S2: L,'=0.0009 t2*7
R?=0.9999

o $3: L,/=0.001 1o
R?=0.9997

o S4: L,/=0.0015 250
R2=0.9998

0.045

0.04
0.035
0.03
0.025
0.02
0.015
0.01
0.005

final length of mushy zone (L, /) - m

0

0 100 200 300 400 500 600 700

local solidification time (&) - s

Fig. 6. Variation of simulated L / versus 1, with together
the power form equations fitted on them

Another result of Fig. 6 is the simulated term @ for any
steel alloy. In fact, coefficient of t, (in the equations
listed above the Fig. 6) is the term @ (compare with
Eq. 32). Table 3 compares the simulated term ® with
those predicted by the present analytical model (Eq.
39). As can be seen, both simulated and analytical
predictions are in a good agreement. In fact, the results
listed in Table 3 validate Eq.39 and they can be used
as the analytical expression for the term ®. However,
the existence of some approximations in both models
caused a small difference between them.
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Table 3. Comparing the simulated term of ® with that
one predicted by the present analytical model (Eq.39)

The term of @ - m/s**

Alloy Error%
Simulated Predicted by Eq.39
S1:0.08 wt%C  0.0009 0.000891 1
S$2:0.12 wt%C  0.0009 0.000898 0.2
S3:0.16 wt%C 0.001 0.000961 3.9
S4: 0.4 wt%C 0.0015 0.001217 18.8

Validation of SACR model

a- Comparison with the simulated results

In this part, the cooling rate of strand (produced
through the CC process) was calculated by the present
analytical model and compared with the results
of Eq.40 in which the term of 7 is determined by
simulation of CC process (see Table 2).

LT
t

CR (40)

A

Since the Eq.40 calculates the average cooling rate in
the mushy zone, the ability of the present analytical
model for calculating the average cooling rare would
also be checked. As mentioned before, in the present
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CC simulation, the term f, is determined by the linear
model (see Eq. 9); therefore, the SACR model also
must be applied with the linear model f. So, the term
df/dT presented in Eq. 27 is calculated as follows:

. 1
dT T, -T,
Fig. 7 compares the results of SACR model with
those results of Eq. 40. As can be seen, the cooling
rate calculated by both methods behaves in a similar
trend. Also, there is an acceptable agreement between
them. However, some approximations (for example in
the calculation of the extracted heat) and simplifying
assumptions in both models cause a reasonable
mismatching between them.

b- Comparison with the analytical model of Garcia
etal.

Another way to assess the validity of the SACR
model is to compare its results with those of Garcia's
model. Since Garcia's model is a local cooling rate
model (at f=0), the ability of SACR model for
calculating the local cooling rate also would be
checked. As mentioned before, in SACR model, the
latent heat is released according to the solid fraction
at a particular temperature (7). In other words, the
cooling rate calculated by SACR model is dependent

(41)

O simulated results
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Fig. 7. Comparison between the cooling rate data calculated by 1-Eq.40 (aided by simulation) and 2-SACR
model

41
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T, -T; dT k,-1 (T,-T; T, -T;

dT

on the relationship between the solid fraction and
temperature. Eqs. 41-43 represent some models for
calculating the solid fraction and their derivatives with
respect to the temperature (Eq.42: Lever rule, Eq. 43:
Scheils's, equation and Eq.44: quadratic model). These
equations have been used in SACR model separately
and their results are compared with the analytical
model of Garcia et al.

Where T, is the fusion temperature (1536 °C) and
the term k, is the equilibrium partition ratio and is
calculated as k= ( T/.—T )( T/'T '). The heat transfer
coefficient required in Garcia's model is calculated by
Eq.13 through the solidification time. Fig. 8 shows the
variation of / versus the solidification time. The term
h can be written as a function of solidification time (7,
using the trend line as shown in Fig. 8.
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1000 H

h=5104.6 t057
R’=0.93

800

600

h - Wm’K

400

200

0 150 300 450 600 750 900

solidification time - s

Fig. 8. Variation of heat transfer coefficient against
the solidification time calculated by Eq.13

Fig. 9 compares the cooling rates calculated by both
SACR model (with three types of f) and Garcia's
model. For more clarification, those parts of diagrams
which are related to the solidification time above than
400s are plotted again. The cooling rates emerged by
SACR model behave similarly to results of Garcia's
model for all steels. Fig. 9 depicts that at the tip of the

2
B N A R B N
Tl _Ts Tl _Ts

42

= (42)
dT 14%xﬁ—1y
2-k,
1 (43)
T-T, "
Tl - Ts

mushy zone (when /=0 and T=T)), atany solidification
time, the Schiels’s equation and Lever rule lead to
equal values of cooling rate calculated with the SACR
model and have most coincidence with the results of
Garcia's model. When the quadratic model of /; is used
in the SACR model, the calculated cooling rates have
a considerable difference (approximately twice at
solidification times more than 150 s) with the results
of Garcia's model.

5. Conclusions

In the present work, a novel analytical model has been
introduced for the cooling rate during solidification.
The present model is based on the local heat flux
density extracted during solidification process. The
following main conclusions can be drawn from the
present work:

e The results of model validation reveal that the
present analytical model can be used as well as the
numerical simulation and analytical models.

e The term g, existing in present analytical
model represents the operational parameters (for
example, in the CC process, casting velocity,
and cooling conditions) therefore; it considers
the role of operational parameters in cooling
rate values.

e The present analytical model calculates cooling rate
using the determinable parameters; for example, this
model is not a function of local solidification time.

o The present analytical model can be used to calculate
the average and local cooling rate at any solid fraction
in the mushy zone.

e The cooling rate calculated by the present model
is dependent on the relationship between the solid
fractions with the temperature.

e Depending on the model of solid fraction and solidus
temperature, both equilibrium and nonequilibrium
cooling rates can be calculated by the present analytical
model.
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Fig. 9. Comparison of the cooling rates calculated by both SACR and Garcia s models
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