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Abstract (en)
[origin: DE102007010578A1] The return rollers of the belt have a convex, barrel shape. The barrel profile is designed to compensate the trough
profile formed in the upper strand of the belt. Mathematical formulae used to quantify the barrel profile for such compensation, are provided. Length
variation in the belt, caused by the varied transverse temperature distribution, is also taken into consideration. The temperature distribution causes
thermal expansion, which is quantified using a further mathematical expression. A process of superposition is used to calculate the optimal barrel
profile for uniform tensile stressing over the width of the belt. This is produced in terms of a given trough profile and temperature profile. The trough
profile determines the casting format. The barrel profile of the first return roller is less pronounced than that of the second return roller. At least one of
these profiles is variable e.g. by use of a pressure medium. A profiled roller cavity is used to apply pressure to the roller casing. The entry- or outlet
length is at least 500 mm; its maximum value is selected such that the degree of barreling appropriate to the trough profile, is no more than 2%.
Over an interval Le(a), the band is formed continuously by the return roller into the trough profile, or to the flat belt form. The belt is a thermal shock-
resistant alloy with a copper-nickel iron basis. It is a single- or multi-phase copper alloy. It is alternatively a nickel based alloy. Belt thickness is 0.5-2
mm. The trough profile has a curved run. It is symmetrical. There are largely straight regions at both ends. The sides of the trough profile are at least
10 mm higher than the cast profile. The departure between the side angles and vertical is +- 25[deg] . Over its length, the trough profile is matched
with the shrinkage of the casting cross section, by intentional adjustment of the rollers.
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