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ABSTRACT Based on the analysis of continuous casting slab soft reduction process, a theoretical
model to solve soft reduction gradient was deduced, and the effect of casting speed on reduction
gradient was investigated. The results show that the reduction gradient is the biggest at the entry
of soft reduction zone, and decreases linearly along the strand. As the casting speed increased by
0.2 m/min, the average reduction gradient decreased by 0.04 mm/m. It seems that the casting speed
has no effect on the range of reduction rate which changed linearly from 0.36 to 0.22 mm/min, and the
average reduction rate, which also is independent of casting speed, keeps the value of 0.29 mm/min.
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