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Abstract (en)
[origin: EP1897636A1] The casting plant for long steel products, comprises ingot mold (1), from which a cast strand (2) is continuously poured
off that forms along a guide way by sequentially arranged guide rollers and is led in a cooling chamber with spraying organs (4) in quasi-manner,
and a hydraulic cylinder and/or an actuator on the cast strand. The guide rollers and/or the spraying organs are contained in sequentially arranged
centering modules (10) and/or spraying modules (3) and are adjustably driven for defined axis of the cast strand in concentric manner. The casting
plant for long steel products, comprises ingot mold (1), from which a cast strand (2) is continuously poured off that forms along a guide way by
sequentially arranged guide rollers and is led in a cooling chamber with spraying organs (4) in quasi-manner, and a hydraulic cylinder and/or an
actuator on the cast strand. The guide rollers and/or the spraying organs are contained in sequentially arranged centering modules (10) and/
or spraying modules (3) and are adjustably driven for defined axis of the cast strand in concentric manner. The respective centering module
has a firmly mounted roller defined the set cycle of the guide way for a strand side and further guide rollers for the other strand side. The guide
rollers are adjustable by operating bodies in vertical direction to the corresponding strand sides up to the constant contact with the cast strand
and concentrically to the defined axis of the cast strand. The contact pressing force of the respective roller is adjustable on the cast strand. The
adjustment of the spraying organs is coupled with the adjustment of the guide rollers. One of the further guide rollers of the respective centering
module is adjusted relative to the firmly mounted roller and the other remaining guide rollers are concentrically adjustable to the defined axis.
The upper guide roller of the centering module adjustable relative to the mounted roller is carried by a bow-shaped holder of the operating bodies
lockably held at a frame of the centering module. The hydraulic cylinder and/or the actuator are present on the cast strand for pivoting the holder
and/or for pressing the guide roller. The remaining edgewise guide rollers are carried by a hollow-shaped part of the operating bodies pivotable
around a fixed frame axis. The hollow-shaped parts are rotatably connected together over an interlocking tooth segment and one of the parts is
operated by a further hydraulic cylinder, for the purpose of symmetrical locking of the parts and/or for concentric pressing of the guide roller in
reference to the cast strand running in its defined position. A control or a regulator provides pressing force of the guide rollers at the cast strand.
The respective hydraulic cylinders of the operating bodies are fixable by a prefixed position of the guide rollers up to a very high adjustable defining
force. The cylinders operatively connected with a control device are jointly arranged with the control device in a water-cooled box above the guide
rollers. The centering modules are installable and/or upgradeable with a manipulator positioned outside of the respective cooling chamber. The
centering module has connector units defined at the connection point for casting plant. The cooling- and controlling media and measuring- and
controlling signal are automatically connected by the connector units during module installation. The spraying modules are arranged as spraying
nozzles or similarly formed spraying organs with the spraying slats. The spraying slats and the spraying organs are adjustable in vertical direction to
the corresponding strand sides by the operating bodies. An independent claim is included for a process for strand casting of long steel products.

IPC 8 full level
B22D 11/12 (2006.01); B22D 11/20 (2006.01); B22D 11/22 (2006.01)

CPC (source: EP)
B22D 11/1226 (2013.01); B22D 11/208 (2013.01); B22D 11/225 (2013.01)

Cited by
CN110935855A; JP2022502266A; US11660665B2; WO2009089843A1; WO2020064448A1

Designated contracting state (EPC)
AT BE BG CH CY CZ DE DK EE ES FI FR GB GR HU IE IS IT LI LT LU LV MC NL PL PT RO SE SI SK TR

DOCDB simple family (publication)
EP 1897636 A1 20080312; EP 1897636 B1 20090715; EP 1897636 B2 20140910; DE 502006004250 D1 20090827; ES 2331532 T3 20100107;
ES 2331532 T5 20141104; PL 1897636 T3 20100129; PT 1897636 E 20091020; SI 1897636 T1 20091231

DOCDB simple family (application)
EP 06405379 A 20060904; DE 502006004250 T 20060904; ES 06405379 T 20060904; PL 06405379 T 20060904; PT 06405379 T 20060904;
SI 200630434 T 20060904

https://worldwide.espacenet.com/patent/search?q=pn%3DEP1897636B2?&section=Biblio&called_by=GPI
https://register.epo.org/application?number=EP06405379&lng=en&tab=main
http://www.wipo.int/ipcpub/?level=a&lang=en&symbol=B22D0011120000&priorityorder=yes&refresh=page&version=20060101
http://www.wipo.int/ipcpub/?level=a&lang=en&symbol=B22D0011200000&priorityorder=yes&refresh=page&version=20060101
http://www.wipo.int/ipcpub/?level=a&lang=en&symbol=B22D0011220000&priorityorder=yes&refresh=page&version=20060101
http://worldwide.espacenet.com/classification?locale=en_EP#!/CPC=B22D11/1226
http://worldwide.espacenet.com/classification?locale=en_EP#!/CPC=B22D11/208
http://worldwide.espacenet.com/classification?locale=en_EP#!/CPC=B22D11/225

