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Description

Field of the invention

[0001] Theinventionrelatestoadevice for discharging
metal in the molten state from a container, for example
from a casting ladle or a tundish, into an ingot mould of
a continuous-casting line with rolls.

Prior art

[0002] Normally, in continuous-casting plants, the met-
al arriving, in the molten state, for example from an elec-
trical furnace, or else from a converter is made to undergo
a series of operations of transfer between containers be-
fore being cast into the ingot mould in order to guarantee
optimal conditions in the ingot mould so as to ensure a
quality casting.

[0003] Particular problems arise in the continuous
casting of metal strip using counter-rotating rolls. In this
case, the steel coming out of the production furnace is
collected in a casting ladle, from which it is discharged
into one or more tundishes, each of which supply one or
more basins of molten metal above two cooled counter-
rotating crystallizer rolls, which form the ingot mould and
in which the metal solidifies, coming out in the form of
finished product.

[0004] It is known that the quality of the end product,
and also the very carrying-out of the process can be jeop-
ardized by the situation that arises in the ingot mould and
in particular by the shape and by the fluid-dynamic situ-
ation of the metal in this area. In fact, in a two-roll con-
tinuous-casting machine, there is the need to form in the
ingot mould, which consists of a substantially V-shaped
vessel defined by the space between the two rolls, a me-
niscus of liquid metal, which is possibly uniform, homo-
geneous, and flat throughout the axial extension of the
rolls. A uniform distribution of the liquid steel in the crys-
tallizer and, consequently, a uniform solidification, on the
one hand prevents the formation of cracks during casting,
and on the other guarantees non-uniform solidification
and prevents trapping of impurities, which lie at the origin
of cracks in the course of the subsequent processing
operations. Furthermore, the level of the liquid steel in
the distributor must be such as to prevent formation of
vortices on the meniscus, in so far as this would bring
about trapping, in the solidified steel strip, of impurities
that are present in the liquid steel and float on the me-
niscus. Such an eventuality would bring about the onset
of defects such as cracks, surface defects, etc. that could
be accentuated in the course of the subsequent process-
ing operations that the product has to undergo, for ex-
ample, rolling, forming, etc.

[0005] Discharge devices of the known art that have
been designed to address the above problems are of a
complex shape and are difficult to build, in addition to
involving the need for considerable maintenance opera-
tions. Uniformity of distribution has also been achieved
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with the use of a number of containers arranged in series,
in order to reduce in this way the speed at which the liquid
steel is fed. This solution, however, complicates the cast-
ing plant.

[0006] One such solution is disclosed in US6095233,
which corresponds to the preamble of claim 1. This doc-
ument shows an elongate metal delivery nozzle disposed
above and extending along the nip between the casting
rolls to form a casting pool supported on the rolls and
contra-rotating the rolls to produce a solidified strip.
[0007] The molten metal is delivered into a trough of
the nozzle through an entry nozzle having an upper inlet
end for receiving molten metal from a tundish, and a lower
outlet end extending into trough of the delivery nozzle.
The outlet end of entry nozzle has a bottom wall, elongate
side walls spaced inwardly from the side walls of the de-
livery nozzle and outlets for molten metal in the side walls.
[0008] Consequently, there is felt the need to have
available discharge devices which will at the same time
be easy to build and will contribute to a uniform outflow
of the liquid metal, so guaranteeing formation and main-
tenance of a uniform meniscus in the ingot mould in order
to obtain an end product that is free from defects.

Summary of the invention

[0009] It is hence a purpose of the present invention
to furnish a remedy to the problems referred to above by
providing a device for feeding molten metal starting from
a container, for example a tundish, which will produce a
flow of molten metal into the ingot mould that is free from
any turbulence for formation of a meniscus that is as uni-
form as possible.

[0010] A further purpose is to provide a feed device
having an alternative shape that will have a simple design
and will prevent need for use of a number of containers
arranged in series along the casting flow in order to re-
duce the speed of inflow of the liquid steel.

[0011] The problems set forth above have been solved
in accordance with the main claim by means of a drop
feed device, for a two-roll continuous strip casting ma-
chine, for feeding one ingot mould with molten metal,
comprising a distributor, having a substantially prismatic
shape with one of the faces open and having a rectan-
gular shape in plan view, with holes arranged on one or
more side walls of the distributor wherein the inside of
the distributor comprises at least three tanks, arranged
along its longer dimension wherein two first tanks are
arranged at the end of the distributor and at least one
further tank is set in an intermediate position with respect
to the two first tanks in which the further intermediate
tank is separated from the two first tanks by respective
separating walls, whose the dimensions are such as to
cause their edges to perform a function of weir for pas-
sage of the molten metal between said intermediate tank,
when it is full, and said two first tanks, and in that the
holes are arranged in such a position and are of such
dimensions and shape as to be able to perform a function
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of emptying the molten metal from said two first tanks
towards the outside of the distributor before reaching a
level equal to that of the edges of the separating walls.

[0012] Thanks to the particularly simple and compact
shape of the feed device that comprises an intermediate
distributor downstream of the discharger and thanks to
the arrangement of the tanks that make up said distrib-
utor, a homogeneous flow of liquid steel is generated
during discharge.

[0013] The task of the first tank is to reduce the kinetic
energy of the liquid steel pouring from the tundish. Also
the arrangement and shape of the side slots guarantee
a sufficient rate to maintain the speed of casting accord-
ing to design.

[0014] A further improvement of the flow is obtained
by means of a feed device that comprises also the use
of a main distributor downstream of the intermediate dis-
tributor. In this way, the flow of steel that is poured into
the ingot mould can further be rendered uniform and ho-
mogeneous. The result is thus a meniscus without any
swirling motion that ensures the production of a casting
product of higher quality.

List of figures

[0015] Further advantages that may be achieved with
the present invention will emerge more clearly to the per-
son skilled in the sector from the ensuing detailed de-
scription of a non-limiting example of a particular embod-
iment of the discharge device, with reference to the fol-
lowing figures, in which:

- Figure 1 shows a cross section according to the ver-
tical plane of casting of a continuous-casting ma-
chine that comprises the feed device according to
the invention;

- Figure 2 shows a cross section according to the ver-
tical plane of trace A-A of the casting machine of
Figure 1;

- Figure 3 shows a cross section according to the ver-
tical plane of casting of a feed device according to
the invention; and

- Figure 4 shows a cross section according to the ver-
tical plane of trace B-B of the feed device of Figure 3.

Detailed description of a preferred embodiment

[0016] With reference to the figures, described herein
is an embodiment of a feed device for feeding molten
metal, in particular liquid steel, into an ingot mould for a
continuous-casting machine with two crystallizer rolls. In
particular, Figure 1 shows a cross section according to
a vertical plane parallel to the axis of the crystallizer rolls
of parts of a continuous-casting machine, designated, as
a whole, by the reference number 1, comprising the feed
device according to the invention.

[0017] In the remainder of the description, reference
will be made to steel, but it is understood that the device
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can be adapted to the discharge of other metals for which
the same casting technique is used.

[0018] The molten steel coming from a tundish, not
represented in the figures, is poured, through a discharg-
er 2, into a first distributor 3. The discharger 2 is substan-
tially shaped like a funnel turned upside-down with the
divergent section set downwards in the direction of the
distributor 3, and has a section orthogonal to its axis that
is circular. Alternatively, the cross section is circular in
the top portion of the discharger and has a rectangular
development towards its bottom portion, the various sec-
tions being appropriately radiused along the axial devel-
opment of the discharger 2. The angle of divergence of
the internal walls is less than 7°.

[0019] This arrangement of the discharger 2 produces
the advantage of reducing the speed of fall of the liquid
steel when it arrives in the distributor. Furthermore, the
pattern of the various sections and the angle of diver-
gence are chosen in such a way that any detachment
from the internal wall of the discharger 2 is prevented.
[0020] The firstdistributor 3, illustrated in greater detail
in Figures 3 and 4, is a container open in the top part and
having a rectangular shape in plan view, with the longer
part set along the axis parallel to the directrices of the
rolls. The first distributor 3 is divided on the inside, along
its longer dimension, into a number of tanks, which in the
embodimentillustrated in the figures are three, but which
in other embodiments may be of a larger number. The
discharger pours the steel into the central tank 5, delim-
ited by two walls 7, 8, which separate it, respectively,
from the end tanks 4 and 6. The separation walls 7, 8 are
lower than the external perimetral walls of the central
tank 3, so that, with their respective top edges 7’, 8, they
are able to perform a function of weir for the molten steel
poured from the discharger 2. In operation, when the cen-
tral tank 5 is filled with steel, the flow after the impact with
the bottom of the central tank 5 follows a pattern that
enables overflow beyond the weir walls 7 and 8, thus
losing a major part of its kinetic energy, and subsequently
flows into the end tanks 4 and 6, where there is a further
stage of reduction of the kinetic energy of the steel, which
reaches a more tranquil state. The pattern of the flow
between the central tank 5 and the end tanks 4 and 6 is
indicated schematically by the flow lines 9, 9. The walls
7, 8 may have a height from the bottom of the central
tank ranging preferably from 10 mm to 70 mm, according
to the casting requirements, for example, the speed of
casting and the dimensions of the steel strip to be pro-
duced.

[0021] From the end tanks 4 and 6, the liquid steel 11
flows, through series of slots 10 arranged in the bottom
part of the side walls of the tanks 4, 6, into a second
distributor 12, of a known form and hence not further
described herein, from which there is performed dis-
charge into the ingot mould formed by the space com-
prised between the counter-rotating crystallizer rolls 13,
13’. The number, shape, and dimensions of the slots 10
vary both according to the metal to be molten and ac-
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cording to the speed of outflow necessary in the casting
machine. The discharge slots 10 can be arranged in var-
ious positions on the external walls of the end tanks 4
and 6, as likewise on the external end walls of the dis-
tributor 3.

[0022] They are appropriately distributed so as to en-
sure a uniform, homogeneous, and non-turbulent distri-
bution of the steel.

[0023] Advantageously, the distributor 3 has all its side
faces inclined so as to be convergent, or alternatively,
just some of the walls are convergent, and in this case a
variant distributor is obtained, which presents a combi-
nation with some vertical walls.

[0024] Whenever envisaged, the second distributor 12
in operation is generally setimmersed in the ingot mould
15. Then, the steel strip of indefinite length is produced
from the ingot mould via the continuous-casting process,
in a known way.

[0025] According to a second advantageous variant of
the invention, the steel flows from the first distributor 3,
through the slots 10, directly into the ingot mould 15, with-
out the presence of the second distributor 12.

[0026] According to a further advantageous variant of
the feed device of the invention, the central tank 5 has a
depth smaller than that of the end tanks 4 and 6, and this
is obtained, for example, by locating the bottom 14 of the
tank in a position that is set in with respect to the end
tanks 4 and 6.

Claims

1. Adrop feed device (1), for a two-roll continuous strip
casting machine, for feeding one ingot mould (15)
with molten metal, comprising a distributor (3), hav-
ing a substantially prismatic shape with one of the
faces open and having a rectangular shape in plan
view, with holes (10) arranged on one or more side
walls of the distributor (3) characterized in that
the inside of the distributor (3) comprises at least
three tanks (4, 5, 6), arranged along its longer di-
mension wherein two first tanks (4, 6) are arranged
at the ends of the distributor (3) and at least one
further tank (5) is set in an intermediate position with
respectto the twofirsttanks (4, 6), in which the further
intermediate tank (5) is separated from the two first
tanks (4, 6) by respective separating walls (7, 8),
whose the dimensions are such as to cause their
edges (7’, 8’) to perform a function of weir for pas-
sage of the molten metal between said intermediate
tank (5), when it is full, and said two first tanks (4,
6), and in that the holes (10) are arranged in such
a position and are of such dimensions and shape as
to be able to perform a function of emptying the mol-
ten metal from said two first tanks (4, 6) towards the
outside of the distributor (3) before reaching a level
equal to that of the edges (7', 8) of the separating
walls (7, 8).
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2. The drop feed device according to Claim 1, wherein
the holes (10) are substantially elongated having the
shape of a slot.

3. The drop feed device according to Claim 1, wherein
a further distributor (12) is provided having an elon-
gated, substantially prismatic shape, designed to be
set between said distributor (3) and an ingot mould
(15).

4. The drop feed device according to Claim 3, wherein
a discharger (2) is provided, which is designed to
discharge molten metal from a tundish or other con-
tainer into the intermediate tank of the distributor (3).

5. The device according to Claim 4, wherein the dis-
charger (2) has a substantially funnel-like shape, and
the angle of divergence of the internal walls of the
discharger is less than 7°.

6. The device according to Claim 1, wherein some or
all of the faces of the distributor (3) are mutually con-
vergent.

Patentanspriiche

1. Schwerkraft-Einspeisevorrichtung (1) fur eine Zwei-
walzen-StranggieBmaschine fiir Bander zum Spei-
sen einer Kokille (15) mit Metallschmelze, umfas-
send einen Verteiler (3) mit einer im Wesentlichen
prismatischen Form, wobei eine der Seiten offen ist
und in der Draufsicht eine rechteckige Form aufweist
und Lécher (10) an einer oder mehreren Seitenwan-
den des Verteilers (3) angeordnet sind,
dadurch gekennzeichnet, dass
das Innere des Verteilers (3) zumindest drei Tanks
(4, 5, 6) umfasst, die entlang seiner langeren Ab-
messung angeordnet sind, wobei zwei erste Tanks
(4, 6) an den Enden des Verteilers (3) angeordnet
sind und zumindest ein weiterer Tank (5) in einer
Zwischenposition in Bezug auf die beiden ersten
Tanks (4, 6) gesetzt ist, wobei der weitere Zwischen-
tank (5) von den beiden ersten Tanks (4, 6) durch
jeweilige Trennwande (7, 8) getrennt ist, deren Ab-
messungen derart sind, dass bewirkt wird, dass ihre
Kanten (7’, 8') eine Uberlauffunktion fiir die Passage
der Metallschmelze zwischen dem Zwischentank
(5), wenn er voll ist, und den beiden ersten Tanks
(4, 6) erfiillen, und dass die Lécher (10) in einer sol-
chen Position angeordnet sind und solche Abmes-
sungen und eine solche Form aufweisen, dass sie
in der Lage sind, eine Funktion eines Entleerens der
Metallschmelze aus den beiden ersten Tanks (4, 6)
in der Richtung der AuRenseite des Verteilers (3) zu
erfillen, bevor ein Niveau erreicht ist, das gleich dem
der Kanten (7’, 8’) der Trennwande (7, 8) ist.
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2. Schwerkraft-Einspeisevorrichtung nach Anspruch 1,
wobei die Locher (10) im Wesentlichen langlich sind
und die Form eines Schlitzes aufweisen.

3. Schwerkraft-Einspeisevorrichtung nach Anspruch 1,
wobei ein weiterer Verteiler (12) vorgesehen ist, der
eine langliche, im Wesentlichen prismatische Form
aufweist und derart konstruiert ist, dass er zwischen
den Verteiler (3) und eine Kokille (15) gesetzt ist.

4. Schwerkraft-Einspeisevorrichtung nach Anspruch 3,
wobei eine Austragsvorrichtung (2) vorgesehen ist,
die konstruiert ist, um Metallschmelze aus einer
Pfanne oder einem anderen Behalter in den Zwi-
schentank des Verteilers (3) auszutragen.

5. Vorrichtung nach Anspruch 4,
wobei die Austragsvorrichtung (2) eine im Wesent-
lichen trichterartige Form aufweist, und der Diver-
genzwinkel der Innenwande der Austragsvorrich-
tung kleiner als 7° ist.

6. Vorrichtung nach Anspruch 1,
wobei einige oder alle Seiten des Verteilers (3) zu-
einander konvergent sind.

Revendications

1. Dispositif d’alimentation (1) pour une machine de
coulée en bande continue a deux rouleaux, pour ali-
menter une lingotiére (15) en métal fondu, compre-
nant un distributeur (3) d’'une forme sensiblement
prismatique, avec une des faces ouverte, et ayant
une forme rectangulaire en une vue en plan, avec
des trous (10) agencés sur une ou plusieurs parois
latérales du distributeur (3), caractérisé en ce que
l'intérieur du distributeur (3) comprend au moins trois
cuves (4, 5, 6) agencées le long de sa dimension
plus longue, ou deux premieres cuves (4, 6) sont
agencées aux extrémités du distributeur (3), et au
moins une cuve additionnelle (5) est établie dans
une position intermédiaire par rapport aux deux pre-
miéres cuves (4, 6), ou la cuve intermédiaire addi-
tionnelle (5) est séparée des deux premiéres cuves
(4, 6) par des parois de séparation respectives (7,
8) dont les dimensions sont telles qu’elles aménent
leursbords (7’, 8’) aexécuter une fonction de barrage
pour le passage du métal fondu entre ladite cuve
intermédiaire (5), lorsqu’elle est pleine, et lesdites
deux premiéres cuves (4, 6), et en ce que les trous
(10) sont agencés dans une telle position et sont de
telles dimensions et formes pour pouvoir exécuter
une fonction de vidage du métal fondu desdites deux
premieres cuves (4, 6) vers I'extérieur du distributeur
(3) avant d’atteindre un niveau égal a celui des bords
(7’, 8’) des parois de séparation (7, 8).
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2. Dispositif d’alimentation selon la revendication 1, ou

les trous (10) sont sensiblement oblongs en ayant
la forme d’une fente.

Dispositif d’alimentation selon la revendication 1, ou
un distributeur additionnel (12) est prévu, ayant une
forme oblongue, sensiblement prismatique, congue
pour étre placé entre ledit distributeur (3) et une lin-
gotiére (15).

Dispositif d’alimentation selon la revendication 3, ou
un dispositif d’évacuation (2) est prévu qui est congu
pour évacuer le métal fondu d’ un panier de coulée
ou autre contenant dans la cuve intermédiaire du
distributeur (3) .

Dispositif selon la revendication 4, ou le dispositif
d’évacuation (2) posséde une forme sensiblement
en entonnoir, et 'angle de divergence des parois in-
ternes du dispositif d’évacuation est inférieur a 7°.

Dispositif selon larevendication 1, ou quelques-unes
ou toutes les faces du distributeur (3) convergent
mutuellement.



EP 1 654 082 B9 (W1B1)

13’

FIG. 2

FIG. 1



EP 1 654 082 B9 (W1B1)

¥ 'Old

€ ot

s v G ey e ¢ s ¢ e 4 S © et v 2 v




EP 1 654 082 B9 (W1B1)
REFERENCES CITED IN THE DESCRIPTION
This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

* US 6095233 A [0006]



	bibliography
	description
	claims
	drawings

