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Description
TECHNICAL FIELD

[0001] The presentinventionrelates to a castingfacility
and a casting method, and more particularly, to a casting
facility capable of adjusting balance between a ladle and
a nozzle such that the ladle may always be positioned in
the same position in positioning the ladle in the casting
position, and a casting method.

BACKGROUND ART

[0002] JP S 56 80960 U discloses a ladle for receiving
steel. Also, KR 2013 0088310 A describes a ladle for
receiving steel. Regarding the prior art, it is furthermore
referred to KR 2013 0075570 A and KR 2010 0128988
A. In general, a continuous casting process includes a
ladle for receiving the refined molten steel in a steelmak-
ing process, a tundish for temporarily receiving the mol-
ten steel provided from the ladle, a shroud nozzle for
supplying the molten steel of the ladle to the tundish, a
mold for solidifying the melting steel supplied from the
tundish into a predetermined shape to be casted into a
cast slab, and a plurality of segments aligned and in-
stalled in one direction in the lower portion of the mold,
and cooling the cast slab drawn from the mold.

[0003] Here, in supplying the molten steel of the ladle
tothe tundish, a ladle turret asillustrated in Korean Patent
Laid-Open Publication No. 2013-0120149 is used. The
ladle turret includes a swing tower which is rotationally
driven, and ladle cradles installed so as to connected to
both sides of the swing tower, and mounting ladles each
thereon. In accordance with such a ladle turret, ladles
are alternately positioned at the upper portion of the
tundish by the rotation of the swing tower and the molten
steel of the ladle is discharged into the tundish, so that
the casting is continuously performed.

[0004] Such aladle turret has an advantage in that the
ladle may always be stably positioned at the same posi-
tion at the upper portion of the tundish. However, the
ladle turret is expensive and has a disadvantage in that
the ladle receiving several hundreds of tons of molten
steelisrotated, raised or lowered in order to be positioned
at the casting position, so that a power consumption is
large in the continuous casting process. Further, in the
case of a semi-continuous casting in which the casting
is terminated after casting a cast slab having a predeter-
mined length, rather than continuously casting the cast
slab, the operation of the ladle turret as described above
becomes a more inefficient factor in aspect of a power
consumption.

[0005] Meanwhile, in the continuous casting facility,
the verticality of shroud nozzle is an important factor in
order to prevent molten steel from being re-oxidized by
the mixing of the external air when the molten steel of
the ladle is supplied to the tundish. Generally, the shroud
nozzle includes a ladle nozzle connected to the lower
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portion of the ladle and, a long nozzle clamped to the
lower portion of the ladle nozzle in order to supply the
molten steel of the ladle into the tundish. When the long
nozzle is clamped to the ladle nozzle, such a shroud noz-
zle differs from a clamping position between the ladle
nozzle and the long nozzle or a verticality formed by the
ladle nozzle and the long nozzle. Thatis, when the shroud
nozzle is clamped to the ladle nozzle, in the case that
the shroud nozzle is shifted to any one side and the array
is disturbed or the misalignment is occurred, the external
airmay be invaded between the ladle nozzle and the long
nozzle to be mixed into the molten steel. Therefore, when
the long nozzle is clamped to the ladle nozzle, itis desired
that the verticality is adjusted such that the long nozzle
or the ladle nozzle is not shifted to any one side. In order
to adjust the verticality, a shroud manipulator as dis-
closed in Korean Patent Laid-Open Publication No.
2013-0075570 is used. The manipulator of Korean Pat-
ent Laid-Open Publication No. 2013-0075570 includes a
shroud arm composed so as to be movable forward and
backward with respect to the long nozzle; a gripping part
positioned in the lower side of the shroud arm, movable
forward and backward with respect to the long nozzle,
and capable of gripping the long nozzle; and a hydraulic
moving means installed in the lower portion of the shroud
arm and movable the gripping part forward and back-
ward.

[0006] However,thereisa problemthatthe shroud ma-
nipulator is expensive and has a complicated configura-
tion, and requires a large installation area.

DISCLOSURE OF THE INVENTION
TECHNICAL PROBLEM

[0007] The presentinvention provides a casting facility
capable of always positioning a ladle in the same position
and adjusting balance between the ladle and nozzles in
positioning the ladle in the casting position, and a casting
method.

[0008] The presentinvention provides a casting facility
disposed in the casting position by supporting the ladle
with a simple structure and including a ladle support de-
vice capable of adjusting balance between the ladle and
the nozzle, and a casting method.

TECHNICAL SOLUTION

[0009] The technical problem is solved by a casting
facility with the features of claim 1. A casting facility in
accordance with the present invention comprises a ladle
for receiving molten steel; a mold for solidifying the mol-
ten steel provided from the ladle to be casted into a cast
slab; a hanger extending in one direction, supporting the
ladle, and being movable; a ladle gripping means extend-
ing in a vertical direction, and having one end connected
tothe hanger and the other end gripping the ladle; a hang-
er mounting part installed on an upper side of the mold,
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mounting the hanger for supporting the ladle thereon,
and allowing the ladle supported by the hanger to be
positioned corresponding to the upper side of the mold;
and a nozzle connected to a lower portion of the ladle
and discharging the molten steel of the ladle.

[0010] The hanger mounting part may include a pair
of first mounting stands extending in a direction crossing
the extending direction of the hanger and installed apart
from each other such that both edges of the hanger are
installed on the upper portion; and a pair of second
mounting stands installed so as to respectively extend
upward from upper portions of the pair of first mounting
stands and having two mounting members installed apart
from each other by a distance lager than the width of the
hanger.

[0011] The casting facility may include a pair of stop-
pers installed at lower edges of the hanger, wherein the
pair of stoppers are installed apart from each other by a
distance shorterthan a spaced distance between the pair
of first mounting stands from lower portion of the hanger.
[0012] The nozzle includes a first nozzle having the
one end connected to the ladle, and a second nozzle
capable of clamping to the first nozzle; a first balance
adjustment part movable forward and backward, gripping
the second nozzle to move in a direction in which the first
nozzle is positioned, clamping the second nozzle to the
first nozzle, and supporting the second nozzle; and a
second balance adjustment part installed at a lower side
of the hanger mounting part, movable forward and back-
ward, and advancing to the ladle to which the nozzle
clamped by the first and second nozzles is connected,
thus supporting the ladle at a position opposite to the first
balance adjustment part.

[0013] The first balance adjustment part may be mov-
able along the ladle, wherein the first balance adjustment
part includes a nozzle gripping member capable of grip-
ping the second nozzle; an arm connected to the nozzle
gripping member and movable forward and backward;
and a weight installable on the arm at a position opposite
to the nozzle gripping member.

[0014] The casting facility may include a support mem-
ber installed at the lower portion of the ladle, and being
able to support the arm.

[0015] The second balance adjustment part may in-
clude a horizontal moving part movable forward and
backward with respect to a side surface of the ladle at a
position opposite to the first balance adjustment part, and
supporting the ladle by being in contact with the side sur-
face of the ladle during advancement.

[0016] The casting facility may include a protrusion
portion formed in any one of the first and second nozzles;
and a clamping part provided on the other nozzle and
having a clamping groove being able to receive the pro-
trusion portion.

[0017] Optionally, whenthe hangeris supported on the
hanger mounting stand and the ladle is positioned on the
upper side of the mold, the other end of the second nozzle
is installed so as to be inserted into the mold, and the
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second balance adjustment part is fixed and installed on
an upper portion of a mold cover for covering the upper
portion of the mold.

[0018] The casting facility may draw a cast slab in a
direction perpendicular to the ground from the mold.
[0019] The casting facility may include a tundish in-
stalled between the hanger mounting stand and the mold,
and when the hanger is supported on the hanger mount-
ing stand and the ladle is positioned on the upper side
of the mold, the other end of the second nozzle is installed
so as to be inserted into the tundish. Also, the second
balance adjustment part may be fixed and installed on
an upper portion of a tundish cover for covering the upper
portion of the tundish.

[0020] Moreover, the technical problem is solved by
the features of claim 9. A casting method includes: sup-
porting a ladle receiving refined molten steel therein to a
hanger; clamping a second nozzle to a first nozzle in-
stalled at a lower portion of the ladle; moving the hanger
and mounting the hanger on a hanger mounting part po-
sitioned on an upper side of a mold, such that the ladle
is positioned on the upper portion of the mold; moving
the molten steel of the ladle through the nozzle to supply
the molten steel to the mold; and solidifying the molten
steel in the mold and drawing a cast slab form the mold,
wherein the moving of the hanger and mounting of the
hanger on a hanger mounting part positioned on an upper
portion of a mold includes mounting each of one end and
the other end of the hanger on upper portions of a pair
of first mounting stands installed in a direction corre-
sponding to the extending direction of the hanger.
[0021] The moving of the hanger and mounting of the
hanger on a hanger mounting part positioned on an upper
portion of a mold may be performed such that one end
and the other end of the hanger are positioned between
two mounting members extending upward from upper
portions of the pair of mounting stands and installed apart
from in the width direction of the hanger.

[0022] The clamping of the second nozzle to the first
nozzle may include gripping the second nozzle to a noz-
zle gripping member being movable forward and back-
ward; operating an arm connected to the nozzle gripping
member and advancing the nozzle gripping member for-
ward and backward, moving the nozzle gripping member
to alower side of the firstnozzle, and clamping the second
nozzle to the first nozzle; and installing an arm weight at
a position opposite to the position of the nozzle gripping
member.

[0023] After the clamping of the first nozzle and the
second nozzle, the method includes moving the hanger
to the upper side of the mold, and then adjusting balance
between the ladle and the first and second nozzles,
wherein the adjusting of the balance includes operating
a horizontal moving part installed in a lower side of the
hanger mounting stand to advance a ladle support mem-
ber connected to the horizontal moving part toward the
ladle to allow the ladle support member to support a side
surface of the ladle, whereby a force is applied in a di-
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rection where the nozzle gripping member is positioned
such that the ladle, and the first and second nozzles are
adjusted to be perpendicular to the ground.

[0024] The operating of the horizontal moving part to
allow the ladle support member to support the ladle may
include advancing a first moving member connected to
the ladle support member to contact the ladle support
member with the outside surface of the ladle; and in a
state in which a second moving member connected to
the ladle support member and movable forward and
backward finely relative to the first moving member is in
contact with the ladle, advancing or retracting the second
moving member, such that the ladle, and first and second
nozzles are adjusted to be perpendicular to the ground
without being tilted.

[0025] The mounting of the hanger on the hanger
mounting part positioned on the upper side of the mold
to allow the ladle to be positioned on the upper side of
the mold may include allowing the lower portion of the
second nozzle to be inserted into the mold, wherein the
supplying of the molten steel of the ladle to the mold
includes supplying the molten steel of the ladle to the
mold by the first nozzle and the second nozzle.

[0026] The mounting of the hanger on the hanger
mounting part positioned on the upper side of the mold
to position the ladle on the upper side of the mold may
include allowing the lower portion of the second nozzle
to be inserted into the tundish positioned between the
hanger mounting stand and the mold, wherein the sup-
plying of the molten steel of the ladle to the mold includes
supplying the molten steel of the ladle to the tundish by
the first nozzle and the second nozzle.

[0027] The cast slab may be drawn from the mold in a
direction perpendicular to the ground to be vertical-cast-
ed, or the cast slab is curved-casted in a manner in which
the cast slab is drawn from the mold in a vertical direction
and then is casted in a horizontal direction.

ADVANTAGEOUS EFFECTS

[0028] In accordance with an embodiment of the
present invention, a ladle may always be stably fixed in
the same position by hanger mounting stands. Further,
the ladle and nozzles may be disposed so as to be per-
pendicular to the ground without being tilted to any one
side, so that molten steel may be stably supplied to a
mold or a tundish

[0029] The hanger mounting stands in accordance
with an embodiment has a simple structure compared to
the conventional turret, and consumes less electric pow-
er for driving. Further, there is an advantage in that the
first and second balance adjustment parts have simple
structures compared to the conventional shroud manip-
ulator, thus reducing the installation space and also hav-
ing alow cost required for the manufacture and operation
thereof.
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BRIEF DESCRIPTION OF THE DRAWINGS
[0030]

FIGS 1 and 2 are views illustrating a casting facility
in accordance with an embodiment of the present
invention.

FIG. 3A is a front view illustrating a first nozzle and
a second nozzle in accordance with an embodiment
of the present invention. FIG. 3B is a top view, and
FIG. 3C is an enlarged view illustrating a clamping
part for clamping a first nozzle and a second nozzle.
FIG. 4 is a top view illustrating a hanger and hanger
mounting stands for mounting the hanger.

FIG. 2 is a top view of a second balance adjustment
part in accordance with an embodiment of the
present invention as viewed from the upper side.
FIG. 6 is a view for explaining the operation of a ladle
support device in accordance with an embodiment
of the present invention.

MODE FOR CARRYING OUT THE INVENTION

[0031] Hereinafter, embodiments of the presentinven-
tion will be described in detail. The presentinvention may,
however, be embodied in different forms and should not
be construed as limited to the embodiments set forth
herein. Rather, these embodiments are provided so that
this disclosure will be thorough and complete, and will
fully convey the scope of the present invention to those
skilled in the art.

[0032] The presentinventionrelates to a casting facility
including a ladle support device for supporting a ladle in
which molten steel is received in order to supply the mol-
ten steel received in the ladle to a mold or a tundish. More
specifically, the present invention relates to a casting fa-
cility having an adjustable ladle support device such that
the ladle in which the molten steel is received may always
be stably positioned in the same position on the upper
portion of the mold or the tundish, and a nozzle for dis-
charging the molten steel is perpendicular to the ground
without being tilted on the upper portion of the mold or
the tundish.

[0033] The ladle support device in accordance with an
embodiment draws a cast slab from the mold in a direc-
tion perpendicular to the ground, and is applied to a semi-
continuous vertical casting facility for casting a cast slab
having an ultra-heavy gauge in thickness. In the case of
the semi-continuous vertical casting facility in accord-
ance with an embodiment, the molten steel of the ladle
is directly supplied to the mold, and the cast slab is casted
in vertical. In other words, in a general curved vertical
casting facility, the molten steel of the ladle is supplied
to the tundish, and the molten steel of the tundish is sup-
plied to the mold to be casted. However, in the vertical
casting facility in accordance with an embodiment, the
molten steel of the ladle is directly supplied to the mold
through the nozzle to be casted into a cast slab.
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[0034] In addition, in the case of semi-continuous ver-
tical casting facility, the amount of molten steel required
for one charge is small compared to the general curved
continuous vertical casting facility. Therefore, the ladle
supportdevice inaccordance with an embodimentis con-
figured such that one ladle is supported.

[0035] FIGS. 1 and 2 are views illustrating a casting
facility in accordance with an embodiment of the present
invention. FIG. 3A is a front view illustrating a first nozzle
and a second nozzle in accordance with an embodiment
of the present invention, FIG. 3B is a top view, and FIG.
3C is an enlarged view for explaining a clamping part for
clamping a first and second nozzles. FIG. 4 is a top view
illustrating a hanger and a hanger mounting stand in
which the hanger is mounted. FIG. 2 is a top view of a
second balance adjustment part in accordance with an
embodiment of the present invention as viewed from the
upper side. FIG 6 is a view for explaining the operation
of a ladle support device in accordance with an embod-
iment of the present invention.

[0036] Hereinafter, in the following description of a la-
dle support device in accordance with an embodiment of
the present invention, a vertical casting facility in which
the molten steel of a ladle is directly supplied to a mold
without a tundish will be described as an example.
[0037] Referring to FIGS. 1 and 2, a casting facility in
accordance with an embodiment of the present invention
includes a ladle L for receiving refined molten steel; a
mold M for solidifying the molten steel provided from the
ladle L; a mold cover C for covering the upper side of the
mold M; a nozzle 2000 for supplying the molten steel of
the ladle L to the mold M; and a ladle support device 1000
supporting the ladle L in which molten steel is received
to be positioned corresponding to the upper side of the
mold M, and adjusting balance between the ladle L and
the nozzle 2000. Further, the casting facility includes a
surface plate 10 for drawing a cast slab from the mold M
in a direction perpendicular to the ground, and a surface
plate moving device 20 for moving the surface plate 10
in a vertical direction to the ground.

[0038] As illustrated in FIGS. 1 and 2, the nozzle 2000
includes a first nozzle 2100 fixed to and installed at the
lower portion of the ladle L, and a second nozzle 2200
installed such that one end thereof is clamped to the first
nozzle 2100 and the other end is positioned in the mold
M in order to supply the molten steel of the ladle L to the
mold M.

[0039] As illustrated in FIG. 3, the first nozzle 2100
includes a top nozzle 2110 provided in the bottom of the
ladle L and installed corresponding to a flowing outlet
through which molten steelflows out; and a bottom nozzle
2120 installed corresponding to the lower side of the top
nozzle 2110. Further, a sliding gate 2400 is installed be-
tween the top nozzle 2110 and the bottom nozzle 2120,
so that the communication between the top nozzle 2110
and the bottom nozzle 2120 is adjusted depending on
the operation of the sliding gate 2400.

[0040] Thesecondnozzle 2200is clamped to the lower
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portion of the first nozzle 2100, that is, the lower portion
of the bottom nozzle 2120 when molten steel is supplied
to the mold M. Here, the second nozzle 2200 may be
referred to as a long nozzle or a shroud nozzle.

[0041] Inclamping the first nozzle 2100 and the second
nozzle 2200, it is required that the first nozzle 2100 and
the second nozzle 2200 be perpendicular to the ground
with balance without being tilted to any one side. For this
reason, in the present invention, a clamping part 2300 is
provided between the lower portion of the first nozzle
2100 and the upper portion of the second nozzle 2200,
so that the first nozzle 2100 and the second nozzle 2200
are always clamped at the same position without mis-
alignment, and become perpendicular to the ground.
[0042] The clamping part 2300 includes a protrusion
portion 2310 formed on any one of upper portions of the
first nozzle 2100 and the second nozzle 2200, and a
clamping groove 2320 provided on the other nozzle 2000
and receiving the protrusion portion 2310. For example,
in the embodiment, the protrusion portion 2310 is provid-
ed so as to protrude upward on the upper portion of the
second nozzle 2200, and the clamping groove is provided
in the lower portion of the first nozzle 22100. In this case,
the protrusion portion 2310 is provided so as to be posi-
tioned at one side of a hollow portion of the second nozzle
2200, and the clamping groove 2320 is also provided so
as to be positioned at one side of the hollow portion of
the first nozzle 2100.

[0043] Of course, the protrusion portion 2310 may be
installed in the lower portion of the first nozzle 2100, and
the clamping groove 2320 may be provided on the upper
portion of the second nozzle 2200.

[0044] Here,whenthefirstnozzle 2100 andthe second
nozzle 2200 are clamped to the protrusion portion 2310
and the clamping portion 2320, when each of the first
nozzle 2100 and the second nozzle 2200 are in a state
of maintaining balance without being relatively tilted to
any one side while being perpendicular to the ground,
the position of the protrusion portion 2310 and the portion
of the clamping groove 2310 are determined.

[0045] The ladle support device 1000 includes a ladle
support unit 100 for supporting the ladle L such that the
ladle L may be positioned corresponding to the upper
side of the mold L; balance adjustment unit 200 enabling
the ladle L and the nozzle 2000 to be disposed with bal-
ance such that the ladle L and the nozzle 2000 are per-
pendicular to the ground without being tilted to any one
side during casting, and a weight measurement means
300 installed in the ladle support unit 100 and measuring
the weight of the ladle L.

[0046] The ladle support unit 100 includes a movable
hanger 110 such that the ladle L is supported and posi-
tioned on the upper portion of the mold M; a stopper 130
installed at both edges of the lower portion of the hanger;
a hanger mounting part 120 fixed and installed on the
upper portion of the mold cover and supporting the hang-
er 110 such that the ladle L supported to the hanger 110
may be positioned corresponding to the upper portion of
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the mold M, and a ladle gripping means 140 having one
end connected to the hanger 110 and the other end grip-
ping the ladle L.

[0047] The hanger 110 has a bar shape extending in
one direction, and a ring 111 to which a moving means
such as a crane may be clamped is installed on the upper
portion of the hanger 110. As described above, the stop-
per 130 is installed at both edges of the lower portion of
the hanger. The stopper 130 has a block shape, and plays
a role such that the hanger is mounted at the same po-
sition when mounted on a hanger mounting part 120 de-
scribed later.

[0048] The hanger mounting part 120 is positioned at
the upper side of the mold, and includes a pair of first
mounting stands 121 spaced apart from each other in a
direction intersecting or orthogonal to the extending di-
rection of the hanger 110; and a pair of second mounting
parts 122 installed so as to be spaced apart from each
other by a thickness in the width direction of the hanger
110 on upper portions of each of the pair of first mounting
stands.

[0049] The firstmounting stands 121 extend in a direc-
tion intersecting with or orthogonal to the extending di-
rection of the hanger 110, and are provided as a pair. In
this case, the pair of first mounting stands 121 are pref-
erably installed apart from each other such that both edg-
es of the hanger 110 may be supported on the pair of
first mounting stands 121 when the hanger 110 is posi-
tioned on the pair of first mounting stands.

[0050] The second mounting stands 122 are installed
on upper portions of each of the pair of first mounting
stands 121, and the second mounting stands 122 include
a pair of mounting members 122a spaced apart from
each other in the extending direction of the first mounting
stands 121 and installed so as to face each other. In
accordance with such second mounting stands 122, one
end and the other end of the hanger 110 are each mount-
ed on the first mounting stands 121 so as to be positioned
between the pair of mounting members 122a, so that the
hanger 110 is mounted on the hanger mounting part 120.
In this case, the stopper 130 is mounted on the lower
portion ofthe hanger 110, and the stopper 130is mounted
so as to be in close contact with inner surfaces of the first
mounting stands 121, thereby enabling the hanger 110
to be mounted at the same position all the time.

[0051] The balance adjustmentunit 200 includes afirst
balance adjustment part 210 performing an adjusting op-
eration such that the first nozzle 2100 and the second
nozzle 220 is not tilted to any one side; a second balance
adjustment part 220 positioned in the lower portion of the
hanger mounting part 120, mounted and installed on the
upper portion of the mold cover C, and movable forward
and backward with respect to the side surface of the ladle
L, thus performing an adjusting operation such that the
ladle L is nottilted to any one side; and a support member
230 mounted on the lower portion of the ladle L to allow
the first balance adjustment part 210 to be supported in
a floating state.
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[0052] The first balance adjustment part 210 includes
an arm 211 movable forward and backward with respect
to the second nozzle 2200 positioned at the lower side
of the first nozzle 2100; a nozzle gripping member 212
mounted on a front end of the arm 211 and gripping the
upper portion of the second nozzle 2200 at the time of
advancement; a weight unit 213 installed at the lower
portion of the arm 211 at a position opposite to the nozzle
gripping member 212, and having a predetermined
weight.

[0053] The arm 211 has a bar shape formed extending
in one direction. When the arm 211 is advanced and the
nozzle gripping member 212 grips the second nozzle
2200, the arm 211 passes through the support member
230 mounted on the lower portion of the ladle and is sup-
ported by the support member 230. Here, one side of the
support member 230 has an opened ring shape and is
supported in such a manner that the arm 211 is mounted
on aring.

[0054] Thearm211inaccordance withanembodiment
is a hydraulic cylinder type, but is not limited thereto, and
may be changed into various means movable forward
and backward.

[0055] The nozzle gripping member 212 has an
opened shape in a direction where the second 2200 noz-
zle is positioned, for example, a shape of "C" in English
alphabet or "[C" in Korean consonant.

[0056] The first balance adjustment part 210 clamps
the second nozzle 2200 to the first nozzle 2100 installed
at the lower portion of the ladle L. That is, when the ladle
L in which molten steel is received arrives at a casting
position, the arm 211 moves forward in a state in which
the second nozzle 2200 is gripped or supported by the
nozzle gripping member 212 of the first balance adjust-
ment 210, and the upper portion of the second nozzle
220 is positioned corresponding to the lower portion of
the first nozzle 2100, so that the first nozzle 2100 and
the second nozzle 2200 are clamped to each other.
[0057] When the first nozzle 2100 is thus clamped to
the second nozzle 2200, a weigh is installed on the arm
211. In this case, a rotation moment causing the arm to
continuously rotate is generated due to the weight of the
weight, so that a force causing the ladle L and the nozzle
2000 to be tilted in a direction opposite to the first balance
adjustment part is generated.

[0058] Therefore, in an embodiment of the present in-
vention, the second balance adjustment part 220 is in-
stalled between the hanger mounting part 120 and the
mold cover C, and a pushing force is applied from the
direction opposite to the first balance adjustment part210
to the direction in which the first balance adjustment 210
is positioned, so that the ladle L and the nozzle 2000 is
adjusted so as to be perpendicular to the ground without
being tilted.

[0059] As illustrated in FIG. 5, the second balance ad-
justment part 220 includes a ladle support member 221
220 movable forward and backward, and supporting the
side surface of the ladle when advancing; a horizontal
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moving part 222 for horizontally moving the ladle support
member 221; and a fixing part 223 mounted on the mold
cover C, and supporting the horizontal moving part 222
on the upper portion thereof.

[0060] It is preferable that the ladle support member
221 has such ashape that atleasttheinner surface there-
of coincides with the outer peripheral surface of the ladle
L so as to be easily in contact with and support the side
surface of the ladle L. That is, the inner surface of the
ladle support member 221 may have a curved or bent
shape so as to coincide with the shape of the outer sur-
face of the ladle support member 221. Of course, the
embodiment is not limited thereto, and the ladle support
member 221 may be in a flat-plate form having no cur-
vature.

[0061] The horizontal moving part 222 includes: a pair
of first moving members 222a installed apart from each
other in the width direction of the ladle support member
221, and having one end connected to the ladle support
member 221; a pair of first driving members 222b for
moving the pair of the first moving members 222a forward
and backward; a second moving member 222c posi-
tioned between the pair of first moving members 222a
and having one end connected to the ladle support mem-
ber 221; and a second driving member 222d for moving
the second moving member 222¢ forward and backward.
[0062] Here, the first moving member 222a may be a
roll, and the first driving member 222b may be a roll guide
for moving the first moving member 222a forward and
backward. The roll guide extends in a direction where
the ladle support member 221 is positioned, and the first
moving member 222a may move forward and backward
along the first driving member 222b. Further, the second
moving member 222c and the second driving member
222d in accordance with an embodiment is configured
such that advance and retract movement may be finely
adjusted compared to the first moving member 222a and
the firstdriving member 222b. Therefore, the second driv-
ing member 222d may have a handle shape, and the
second driving member 222d may be a means movable
forward and backward depending on the rotation direc-
tion of the second driving member 222d, and adjusting
the forward and backward distances depending on the
amount of rotation.

[0063] As described above, when the weight 213 is
installed on the arm 211 of the first balance adjustment
part 210, the second balance adjustment part 220 pre-
vents the ladle L and the nozzle 2000 from being tilted
in the direction opposite to the position of the first balance
adjustment part 210 to allow the ladle L and the nozzle
2000 to maintain balance without being tilted or to be
perpendicular to the ground. That is, when the weight
213 is installed on the arm 211 of the first balance ad-
justment 210, or after being installed, when the first and
second moving members 222a and 222c¢ of the horizontal
moving part 222 of the second balance adjustment 220
move forward to support the ladle L with the ladle support
member 221, the ladle L and the nozzle 2000 maintain
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balance without being tilted due to the pushing force or
supporting force of the horizontal moving part 222.
[0064] The embodimentis described as an example in
which the ladle support device 1000 is applied to the ver-
tical casting facility, the ladle L is positioned correspond-
ing to the upper side of the mold M, and the molten steel
of the ladle L is directly supplied to the mold L. However,
the embodiment is not limited thereto, and a separate
tundish may be installed on the upper side of the mold
M. In this case, the ladle support device 1000 supports
the ladle L to be positioned corresponding to the upper
side of the tundish, and thus may allow the molten steel
of the ladle L to be supplied to the tundish. Further, as
another example, the embodiment may be applied to a
conventional curved casting facility in which the cast slab
is drawn in a vertical direction and then drawn in a curved
direction, rather than to a vertical casting facility. There-
fore, the hanger mounting part 120 of the ladle support
device 1000 may be positioned on the upper side of the
tundish cover C for covering the opening on the upper
side of the tundish, and the second balance adjustment
part 220 may be positioned on the upper side of the
tundish.

[0065] Hereinafter, a casting process in accordance
with an embodiment of the present invention will be de-
scribed with reference to FIGS. 1 to 6.

[0066] In the steel making process, refined molten
steel is received in a ladle L, and the ladle L supported
by the hanger 110 is transferred to the position of the
casting process by a moving means such as a crane (see
FIG. 6A). Subsequently, by using the first balance ad-
justment part 210, the second nozzle 2200 is clamped
to the first nozzle as illustrated in FIG. 6B. That is, in a
state in which the upper portion of the second nozzle
2200 is gripped and supported by the nozzle gripping
member 212 of the first balance adjustment part 210, the
arm 211 moves forward toward the first nozzle 2100 in-
stalled in the lower position of the ladle L, and the pro-
trusion 2310 of the second nozzle 2200 is inserted into
the clamping groove 2320 of the first nozzle 2100, so that
the first nozzle 2100 and the second nozzle 2200 are
clamped. In this case, when the protrusion portion 2310
provided in the second nozzle 2200 is inserted into the
clamping groove 2320 of the first nozzle 2100 so that the
first nozzle 2100 and the second nozzle 2200 are
clamped, the first nozzle 2100 and the second nozzle
2200 is in a state of maintaining balance without being
relatively tilted to any one side. Thereafter, the arm 211
of the first balance adjustment 210 is hung so as to being
supported by the support member 230 connected to the
lower portion of the ladle L, and the weight 213 is installed
on the arm 211.

[0067] In addition, as illustrated in FIG. 6C, a hanger
110 in which a ladle L is supported moves by using a
moving means, and is mounted on a hanger mounting
part 120. Thatis, one end and the other end of the hanger
110 are mounted so as to be positioned between a pair
of mounting members 122a of a second mounting stand



13 EP 3 378 582 B1 14

122 on an upper portion of a first mounting stand 121. In
this case, a stopper 130 is installed at the lower portion
of the hanger 110, and the stopper 130 may not move to
the outside of the first mounting stand 121, so that the
hanger 110 is always mounted and installed on the con-
stant position of the hanger mounting part 120. Also, as
the hanger 110 is mounted on the hanger mounting part
120, the lower portion of the second nozzle 2200 passes
through the opening of the mold cover C to be installed
so as to be positioned in the mold M.

[0068] Whenthe hanger 110 is mounted onthe hanger
mounting part 120, the first driving member 222b of the
second balance adjustment part 220 is operated and the
pair of first moving members 222a move forward, so that
the ladle support member 221 is in contact with and sup-
ported by the side surface of the ladle L. Thereafter, the
second driving member 222d is operated as needed to
finely advance or retract the second moving member
222c, so that the ladle L is finely adjusted so as to be
perpendicular without being tilted to any one side. Ac-
cordingly, even when a force is generated which is tilted
to a positon opposite to or facing the position of the first
balance adjustment 210 by the weight of the weight part
213 of the first balance adjustment part 210, by applying
a force in which the second balance adjustment pushes
the ladle L 220 in the direction in which the first balance
adjustment 210 is positioned, the ladle L and the nozzle
2000 are prevented from being tilted, and each of which
may be perpendicular to the ground.

[0069] When the ladle L and the nozzle 2000 are thus
positioned corresponding to the upper portion of the mold
M and the balance is adjusted, the casting is started. That
is, when a sliding gate 2400 positioned between a top
nozzle 2110 and a bottom nozzle 2120 of the first nozzle
2100 is operated to communicate the top nozzle 2110
and the bottom nozzle 2120, the molten steel of the ladle
L is supplied to the mold M through the top nozzle 2110,
the bottom nozzle 2120 and the second nozzle 2200.
The lower portion of the mold M is sealed by a surface
plate 10 before the molten steel is supplied to the mold
M, so that the molten steel supplied to the mold M is
solidified in the mold M. Thereafter, the surface plate 10
continuously descends in adirection perpendicular to the
ground to draw the cast slab from the mold M. In this
case, the molten steel is supplied to the mold M until a
cast slab having a targeted length is casted, and the sur-
face plate 10 descends. When the cast slab having the
targeted length is casted, the sliding gate 2400 is closed,
the supply of molten steel to the mold M is stopped, the
cast slab is completely drawn from the mold M, and then
the descending is stopped to terminate the casting.
[0070] Thus, the ladle L may always be stably fixed in
the same position by the hanger mounting part 120 and
the stopper 130 in accordance with an embodiment of
the presentinvention. Further, the ladle L and the nozzle
2000 may be disposed so as to be perpendicular to the
ground without being tilted to any one side by the first
and second balance adjustment parts 210 and 220, so
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that molten steel may be stably supplied to the mold M
or the tundish. In addition, the hanger mounting stand
120 in accordance with an embodiment has a simple
structure as compared with the conventional turret, and
consumes less electric power for driving. Also, the first
and second balance adjustment parts 210 and 220 have
simpler structures than the conventional shroud manip-
ulate, and thus provides advantages of a less installation
space and low cost.

INDUSTRIAL APPLICABILITY

[0071] In accordance with the casting facility and the
casting method disclosed in the present invention, the
ladle may always be stably fixed at the same position by
hanger mounting stands. Further, the ladle and the noz-
zle may be disposed so as to be perpendicular to the
ground without being tilted to any one side by the first
and second balance adjustment parts, so that molten
steel may be stably supplied to the mold or the tundish.

Claims
1. A casting facility comprising:

a ladle (L) for receiving molten steel;

a mold (M) for solidifying the molten steel pro-
vided from the ladle (L) to be casted into a cast
slab;

a hanger (110) extending in one direction, sup-
porting the ladle (L), and being movable;

a ladle gripping means (140) extending in a ver-
tical direction, and having one end connected to
the hanger (110) and the other end gripping the
ladle (L);

a hanger mounting part (120) installed on an up-
per side of the mold (M), mounting the hanger
(110) supporting the ladle (L) thereon, and al-
lowing the ladle (L) supported by the hanger
(110) to be positioned corresponding to the up-
per side of the mold (M); and

a nozzle (2000) connected to a lower portion of
the ladle (L) and discharging the molten steel of
the ladle (L),

wherein the nozzle (2000) comprises:

afirstnozzle (2100) having the one end con-
nected to the ladle (L), and a second nozzle
(2200) capable of clamping to the first noz-
zle (2100);

a first balance adjustment part (210) capa-
ble of moving forward and backward, grip-
ping the second nozzle (2200) to move in a
direction in which the first nozzle (2100) is
positioned, clamping the second nozzle
(2200) to the first nozzle (2100), and sup-
porting the second nozzle (2200); and
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a second balance adjustment part (220) in-
stalled at a lower side of the hanger mount-
ing part (120), capable of moving forward
and backward, and advancing to the ladle
(L) to which the nozzle in which the first and
second nozzles are clamped is connected,
thus supporting the ladle (L) at a position
opposite to the first balance adjustment part
(210).

2. The casting facility of claim 1, wherein the hanger

mounting part (120) comprises:

a pair of first mounting stands (121) extending
in a direction crossing the extending direction of
the hanger (110) and installed apart from each
other such that both edges of the hanger (110)
are installed on the upper portion; and

a pair of second mounting stands (122) installed
so as to extend upward from an upper portion
of each of the pair of first mounting stands (121),
and having two mounting members (122a) in-
stalled apart from each other by adistance larger
than the width of the hanger (110).

The casting facility of claim 2, comprising a pair of
stoppers (130) installed at lower edges of the hanger
(110), wherein the pair of stoppers (130) are installed
apart from each other by a distance shorter than a
spaced distance between the pair of first mounting
stands (121) from lower portion of the hanger (110).

The casting facility of claim 1 to 3, wherein the first
balance adjustment part (210) is capable of moving
along the ladle (L),

wherein the first balance adjustment part (210) com-
prises:

anozzle gripping member (212) capable of grip-
ping the second nozzle (2200);

an arm (211) connected to the nozzle gripping
member (212) and movable forward and back-
ward; and

a weight (213) installable on the arm (211) at a
position opposite to the nozzle gripping member
(212).

The casting facility of claim 4, wherein the second
balance adjustment part (220) comprises a horizon-
tal moving part (222) movable forward and backward
with respect to a side surface of the ladle (L) at a
position opposite to the first balance adjustment part
(210), and supporting the ladle (L) by being in contact
with the side surface of the ladle (L) during advance-
ment.

The casting facility of claim 4, comprising:
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a protrusion portion (2310) formed in any one of
the first nozzle (2100) and the second nozzle
(2200); and

a clamping part (2300) provided on the other
nozzle and having a clamping groove (2320) be-
ing able to receive the protrusion portion (2310).

The casting facility of claim 5, wherein when the
hanger (110) is supported on the hanger mounting
stand (120) and the ladle (L) is positioned on the
upper side of the mold (M), the other end of the sec-
ond nozzle (2200) is installed so as to be inserted
into the mold (M),

wherein the second balance adjustment part (220)
is fixed and installed on an upper portion of a mold
(M) cover for covering the upper portion of the mold
(M).

The casting facility of claim 5, comprising a tundish
installed between the hanger mounting stand (120)
and the mold (M),

wherein when the hanger (110) is supported on the
hanger mounting stand (120) and the ladle (L) is po-
sitioned on the upper side of the mold (M), the other
end of the second nozzle (2200) is installed so as to
be inserted into the tundish,

wherein the second balance adjustment part (220)
is fixed and installed on an upper portion of a tundish
cover for covering the upper portion of the tundish.

A casting method comprising:

supporting a ladle (L) receiving refined molten
steel therein to a hanger (110);

clamping asecond nozzle (2200) to a first nozzle
(2100) installed at a lower portion of the ladle (L);
moving the hanger (110) and mounting the
hanger (110) on a hanger mounting part (120)
positioned on an upper side of a mold (M) such
that the ladle (L) is positioned on the upper side
of the mold (M);

moving the molten steel of the ladle (L) through
the nozzle (2000) to supply the molten steel to
the mold (M); and

solidifying the molten steel in the mold (M) and
drawing a cast slab from the mold (M),
wherein the moving of the hanger (110) and
mounting of the hanger (110) on a hanger
mounting part (120) positioned on an upper por-
tion of a mold (M) comprises:

mounting each of one end and the other end
of the hanger (110) on upper portions of a
pair of first mounting stands (121) installed
in a direction corresponding to the extend-
ing direction of the hanger (110),

after the clamping of the first nozzle (2100)
and the second nozzle (2200), comprising
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moving the hanger (110) to the upper side
of the mold (M), and then adjusting balance
between the ladle (L) and the first and sec-
ond nozzles,

wherein the adjusting of the balance comprises:
operating a horizontal moving part (222) in-
stalled in a lower side of the hanger mounting
stand to advance a ladle support member (221)
connected to the horizontal moving part (222)
toward the ladle (L) to allow the ladle support
member (221) to support a side surface of the
ladle (L), whereby a force is applied in a direction
where the nozzle gripping member (212) is po-
sitioned such that the ladle (L), and the first and
second nozzles are adjusted to be perpendicu-
lar to the ground.

The method of claim 9, wherein the moving of the
hanger (110) and mounting of the hanger (110) on
ahanger mounting part (120) positioned on an upper
portion of a mold (M) is performed such that one end
and the other end of the hanger (110) are positioned
between two mounting members (122a) extending
upward from upper portions of the pair of mounting
stands (121) and installed apart from in the width
direction of the hanger (110).

The method of claim 10, wherein the clamping of the
second nozzle (2200) to the first nozzle (2100) com-
prises:

gripping the second nozzle (2200) to a nozzle
gripping member (212) being movable forward
and backward;

operating an arm (211) connected to the nozzle
gripping member (212) and advancing the noz-
zle gripping member (212) forward and back-
ward, moving the nozzle gripping member (212)
to a lower side of the first nozzle (2100), and
clamping the second nozzle (2200) to the first
nozzle (2100); and

installing an arm weight (213) at a position op-
posite to the position of the nozzle gripping
member (212).

The method of claim 11, wherein the operating of
the horizontal moving part (222) to allow the ladle
support member (221) to support the ladle (L) com-
prises:

advancing a first moving member (222a) con-
nected to the ladle supportmember (221) to con-
tactthe ladle support member (221) with the out-
side surface of the ladle (L); and

in a state in which a second moving member
(222c) connected to the ladle support member
(221) and movable forward and backward finely
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relative to the first moving member (222a) is in
contact with the ladle (L), advancing or retracting
the second moving member (222c) such thatthe
ladle (L), and first and second nozzles are ad-
justed to be perpendicular to the ground without
being tilted.

13. The method of any one of claims 9 to 12, wherein

the cast slab is drawn from the mold (M) in a direction
perpendicular to the ground to be vertical-casted, or
the cast slab is curved-casted in a manner in which
the cast slab is drawn from the mold (M) in a vertical
direction and then is casted in a horizontal direction.

Patentanspriiche

GieReinrichtung, umfassend:

eine Pfanne (L) zur Aufnahme schmelzflissigen
Stahls;

eine Form (M) zum Erstarren des aus der Pfan-
ne (L) bereitgestellten schmelzfliissigen Stahls,
der zu einer gegossenen Bramme gegossen
werden soll;

eine Aufhangung (110), die sich in einer Rich-
tung erstreckt, die Pfanne (L) haltert und beweg-
lich ist;

eine Pfannengreifeinrichtung (140), die sich in
einer vertikalen Richtung erstreckt und ein Ende
hat, das an die Aufhangung (110) angeschlos-
sen ist, und das andere Ende die Pfanne (L)
ergreift;

ein Aufhdngungsmontageteil (120), das auf ei-
ner Oberseite der Form (M) installiertist, die Auf-
hangung (110), welche die Pfanne (L) haltert,
daran montiert, und es zulasst, dass die durch
die Aufhdngung (110) gehalterte Pfanne (L) der
Oberseite der Form (M) entsprechend angeord-
net wird; und

eine Dise (2000), die an einen unteren Ab-
schnitt der Pfanne (L) angeschlossen ist und
den schmelzflissigen Stahl aus der Pfanne (L)
ausleitet,

wobei die Duse (2000) umfasst:

eine erste Duse (2100), die das eine Ende
an die Pfanne (L) angeschlossen hat, und
eine zweite Dise (2200), die in der Lage ist,
sich an der ersten Duse (2100) festzuklem-
men;

ein erstes Gleichgewichtseinstellteil (210),
das in der Lage ist, sich vorwarts und riick-
warts zu bewegen, die zweite Dise (2200)
ergreift, um sie in einer Richtung zu bewe-
gen, in der die erste Duse (2100) angeord-
netist, die zweite Duse (2200) an der ersten
Duse (2100) festklemmt und die zweite Di-
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se (2200) haltert; und

ein zweites  Gleichgewichtseinstellteil
(220), das an einer Unterseite des Aufhan-
gungsmontageteils (120) installiert ist, in
der Lage ist, sich vorwarts und riickwarts
zu bewegen, und zur Pfanne (L) vorzuri-
cken, an der die Dlise, bei der die erste und
zweite Duse festgeklemmt sind, ange-
schlossen ist, wodurch die Pfanne (L) an
einer dem ersten Gleichgewichtseinstellteil
(210) entgegengesetzten Position gehaltert
wird.

2. GieBeinrichtung nach Anspruch 1, wobei das Auf-

hangungsmontageteil (120) umfasst:

ein Paar erster Montagesténder (121), die sich
in einer die Erstreckungsrichtung der Aufhan-
gung (110) kreuzenden Richtung erstrecken
und voneinander entferntinstalliert sind, sodass
beide Rander der Aufhdngung (110) am oberen
Abschnitt installiert sind; und

ein Paar zweiter Montagestander (122), die sich
von einem oberen Abschnitt jeweils des Paars
erster Montagestander (121) nach oben erstre-
ckend installiert sind und zwei Montageelemen-
te (122a) haben, die voneinander um einen Ab-
stand entfernt installiert sind, der gréRer ist als
die Breite der Aufhangung (110).

GieReinrichtung nach Anspruch 2, ein Paar Anschla-
ge (130) umfassend, die an unteren Randern der
Aufhdngung (110) installiert sind, wobei das Paar
der Anschlage (130) voneinander um einen Abstand
entfernt installiert sind, der kiirzer ist als ein Entfer-
nungsabstand zwischen dem Paar erster Montage-
stédnder (121) vom unteren Abschnitt der Aufhan-
gung (110).

GieReinrichtung nach den Anspriichen 1 bis 3, wobei
das erste Gleichgewichtseinstellteil (210) in der La-
ge ist, sich entlang der Pfanne (L) zu bewegen,
wobei das erste Gleichgewichtseinstellteil (210) um-
fasst:

ein Dusengreifelement (212), das in der Lage
ist, die zweite Dise (2200) zu ergreifen;

einen Arm (211), der an das Disengreifelement
(212) angeschlossen und vorwarts und riick-
warts beweglich ist; und

ein Gewicht (213), das am Arm (211) an einer
dem Disengreifelement (212) entgegengesetz-
ten Position installierbar ist.

GieBeinrichtung nach Anspruch 4, wobei das zweite
Gleichgewichtseinstellteil (220) ein Horizontalbewe-
gungsteil (222) umfasst, das vorwarts und riickwarts
in Bezug auf eine Seitenflache der Pfanne (L) an
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einer dem ersten Gleichgewichtseinstellteil (210)
entgegengesetzten Position beweglich ist und die
Pfanne (L) haltert, indem es wahrend des Vorri-
ckens mit der Seitenflache der Pfanne (L) in Kontakt
ist.

GieReinrichtung nach Anspruch 4, umfassend:

einen Vorsprungsabschnitt (2310), der in der
ersten Dise (2100) oder der zweiten Dise
(2200) ausgebildet ist; und

ein Festklemmteil (2300), das an der jeweils an-
deren Dise vorgesehen ist und eine Fest-
klemmnut (2320) hat, die den Vorsprungsab-
schnitt (2310) aufnehmen kann.

GieReinrichtung nach Anspruch 5, wobei, wenn die
Aufhdngung (110) am Aufhdngungsmontagestan-
der (120) gehaltert und die Pfanne (L) auf der Ober-
seite der Form (M) angeordnet ist, das andere Ende
der zweiten Dise (2200) so installiert ist, dass es in
die Form (M) eingesetzt ist,

wobei das zweite Gleichgewichtseinstellteil (220) an
einem oberen Abschnitt einer Abdeckung der Form
(M) zum Abdecken des oberen Abschnitts der Form
(M) festgemacht und installiert ist.

GieReinrichtung nach Anspruch 5, eine GieRwanne
umfassend, die zwischen dem Aufhdngungsmonta-
gestander (120) und der Form (M) installiert ist,
wobei, wenn die Aufhdngung (110) am Aufhan-
gungsmontagestander (120) gehaltert und die Pfan-
ne (L) auf der Oberseite der Form (M) angeordnet
ist, das andere Ende der zweiten Dlse (2200) so
installiert ist, dass es in die GieBwanne eingesetzt
ist,

wobei das zweite Gleichgewichtseinstellteil (220) an
einem oberen Abschnitt einer GieBwannenabde-
ckung zum Abdecken des oberen Abschnitts der
GieRBwanne festgemacht und installiert ist.

Giellverfahren, umfassend:

Haltern einer Pfanne (L), die gefrischten
schmelzflissigen Stahl in sich aufnimmt, an ei-
ner Aufhangung (110);

Festklemmen einer zweiten Dise (2200) an ei-
ner ersten Dise (2100), die an einem unteren
Abschnitt der Pfanne (L) installiert ist;
Bewegen der Aufhdngung (110) und Montieren
der Aufhangung (110) an einem Aufhangungs-
montageteil (120), das auf einer Oberseite einer
Form (M) angeordnet ist, so dass die Pfanne (L)
aufder Oberseite der Form (M) angeordnet wird;
Bewegen des schmelzflissigen Stahls aus der
Pfanne (L) durch die Diuse (2000), um den
schmelzflissigen Stahl der Form (M) zuzufiih-
ren; und
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Erstarrenlassen des schmelzflissigen Stahls in
der Form (M) und Entnehmen einer gegossenen
Bramme aus der Form (M),

wobei das Bewegen der Aufthangung (110) und
das Montieren der Aufhangung (110) an einem
Aufhdngungsmontageteil (120), das an einem
oberen Abschnitt der Form (M) angeordnet ist,
umfasst:

Montieren jeweils eines Endes und des an-
deren Endes der Aufhangung (110) an obe-
ren Abschnitten eines Paars erster Monta-
gestander (121), die in einer Richtung in-
stalliert sind, die der Erstreckungsrichtung
der Aufthangung (110) entspricht,
umfassend, nach dem Festklemmen der
ersten Diuse (2100) und der zweiten Dise
(2200), Bewegen der Authangung (110) zur
Oberseite der Form (M) und dann Einstellen
des Gleichgewichts zwischen der Pfanne
(L) und der ersten und zweiten Dise,

wobei das Einstellen des Gleichgewichts um-
fasst:

Betdtigen eines Horizontalbewegungsteils
(222), das auf einer Unterseite des Aufhan-
gungsmontagestanders installiert ist, um ein
Pfannenhalterungsteil (221), das an das Hori-
zontalbewegungsteil (222) angeschlossen ist,
zur Pfanne (L) vorzuriicken, um das Pfannen-
halterungsteil (221) eine Seitenflache der Pfan-
ne (L) haltern zu lassen, wodurch eine Kraft in
einer Richtung, in der das Disengreifelement
(212) angeordnet ist, so angelegt wird, dass die
Pfanne (L) und die erste und zweite Diise senk-
recht zum Boden eingestellt werden.

10. Verfahrennach Anspruch 9, wobei das Bewegender

1.

Aufhangung (110) und Montieren der Aufhdngung
(110) an dem Aufhdngungsmontageteil (120), das
auf einer Oberseite der Form (M) angeordnet ist, so
erfolgt, dass ein Ende und das andere Ende der Auf-
hangung (110) zwischen zwei Montageelementen
(122a) angeordnet werden, die sich von oberen Ab-
schnitten des Paars Montagestander (121) nach
oben erstrecken und voneinander entfernt in der
Breitenrichtung der Aufhangung (110) installiert
sind.

Verfahren nach Anspruch 10, wobei das Festklem-
men der zweiten Diise (2200) an der ersten Dise
(2100) umfasst:

Ergreifen der zweiten Dise (2200) mit einem
Dusengreifelement (212), das vorwarts und
rickwarts beweglich ist;

Betatigen eines Arms (211), der an das Diisen-
greifelement (212) angeschlossen ist, und Ver-
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ricken des Dusengreifelements (212) vorwarts
und rickwarts, Bewegen des Dusengreifele-
ments (212) zu einer Unterseite der ersten Dise
(2100), und Festklemmen der zweiten Dise
(2200) an der ersten Dise (2100); und
Installieren eines Armgewichts (213) an einer
der Position des Diisengreifelements (212) ent-
gegengesetzten Position.

. Verfahren nach Anspruch 11, wobei das Betatigen
des Horizontalbewegungsteils (222), um das Pfan-
nenhalterungsteil (221) die Pfanne (L) haltern zu las-
sen, umfasst:

Vorriicken eines ersten Bewegungselements
(222a), das an das Pfannenhalterungsteil (221)
angeschlossen ist, um das Pfannenhalterungs-
teil (221) mit der AuRenflache der Pfanne (L) in
Kontakt zu bringen; und

in einem Zustand, in dem ein zweites Bewe-
gungselement (222c), das an das Pfannenhal-
terungsteil (221) angeschlossen und vorwarts
und ruckwarts in Bezug auf das erste Bewe-
gungsteil (222a) fein beweglich ist, in Kontakt
mit der Pfanne (L) ist, Vorriicken oder Zuriick-
ziehen des zweiten Bewegungsteils (222c¢) so,
dass die Pfanne (L) und die erste und zweite
Duse, ohne gekippt zu werden, senkrecht zum
Boden eingestellt werden.

. Verfahren nach einem der Anspriiche 9 bis 12, wobei
die gegossene Bramme aus der Form (M) in einer
Richtung senkrecht zum Boden entnommen wird,
um vertikal gegossen zu werden, oder
die gegossene Bramme auf eine Weise gekrimmt
gegossen wird, bei der die gegossene Bramme in
einer vertikalen Richtung aus der Form (M) entnom-
men und dannin einer horizontalen Richtung gegos-
sen wird.

Revendications

1.

Equipement de coulée comprenant :

une poche (L) destinée a recevoir de l'acier
fondu ;

une lingotiere (M) destinée a solidifier I'acier fon-
du fournidepuis la poche (L) et devant étre coulé
en une brame coulée ;

une suspente (110) s’étendant dans une direc-
tion, supportant la poche (L), et étant
déplagable ;

un moyen de saisie de poche (140) s’étendant
dans une direction verticale, et ayant une extré-
mité connectée a la suspente (110) et I'autre
extrémité saisissant la poche (L) ;

une partie de montage de suspente (120) ins-



23 EP 3 378 582 B1 24

tallée d’'un co6té supérieur de la lingotiére (M),
montant la suspente (110) supportant la poche
(L) sur celle-ci, et permettant a la poche (L) sup-
portée par la suspente (110) d’étre positionnée
de maniére correspondante au coté supérieur
de la lingotiere (M) ; et

une tuyere (2000) connectée a une partie infé-
rieure de la poche (L) et déchargeant I'acier fon-
du de la poche (L),

sachant que la tuyere (2000) comprend :

une premiére tuyére (2100) ayant 'une ex-
trémité connectée a la poche (L), et une
deuxieéme tuyére (2200) capable de s’atta-
cher a la premiere tuyere (2100) ;

une premiére partie de réglage d’équilibre
(210) capable de se déplacer vers I'avant
et vers l'arriere, saisir la deuxieme tuyere
(2200) pour se déplacer dans une direction
dans laquelle la premiére tuyére (2100) est
positionnée, attacher la deuxieme tuyere
(2200) a la premiere tuyére (2100), et sup-
porter la deuxieme tuyere (2200) ; et

une deuxiéme partie de réglage d’équilibre
(220) installée au niveau d’un cété inférieur
de la partie de montage de suspente (120),
capable de se déplacer vers I'avant et vers
l'arriére, et s’avangant vers la poche (L) a
laquelle la tuyére dans laquelle la premiére
et la deuxiéme tuyere sont attachées est
connectée, supportant ainsi la poche (L)
dans une position opposée a la premiére
partie de réglage d’équilibre (210).

L’équipement de coulée de la revendication 1, sa-
chant que la partie de montage de suspente (120)
comprend :

une paire de premiers batis de montage (121)
s’étendant dans une direction croisant la direc-
tion d’extension de la suspente (110) etinstallés
apart'un de l'autre de sorte que les deux bords
dela suspente (110) soient installés sur la partie
supérieure ; et

une paire de deuxiémes batis de montage (122)
installés de maniére a s’étendre vers le haut de-
puis une partie supérieure de chacun de la paire
de premiers batis de montage (121), et présen-
tant deux éléments de montage (122a) installés
a part I'un de l'autre a raison d’une distance su-
périeure a la largeur de la suspente (110).

L’équipement de coulée de la revendication 2, com-
prenant une paire de butées (130) installées au ni-
veau de bords inférieurs de la suspente (110), sa-
chantquelesbutées (130) sontinstallées a partI'une
de l'autre a raison d’'une distance inférieure a une
distance espacée entre la paire de premiers batis de
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montage (121) depuis la partie inférieure de la sus-
pente (110).

L’équipement de coulée des revendications 1 a 3,
sachant que la premiére partie de réglage d’équilibre
(210) est capable de se déplacer le long de la poche
(L),

sachant que la premiére partie de réglage d’équilibre
(210) comprend :

un élément de saisie de tuyere (212) capable
de saisir la deuxieme tuyere (2200) ;

un bras (211) connecté a I'élément de saisie de
tuyere (212) et déplagable vers I'avant et vers
'arriére ; et

un poids (213) installable sur le bras (211) dans
une position opposée a I'élément de saisie de
tuyére (212).

L’équipement de coulée de la revendication 4, sa-
chant que la deuxiéme partie de réglage d’équilibre
(220) comprend une partie de déplacement horizon-
tale (222) déplacgable vers I'avant et vers I'arriére par
rapport a une surface latérale de la poche (L) dans
une position opposée a la premiére partie de réglage
d’équilibre (210), et supportant la poche (L) en étant
en contact avec la surface latérale de la poche (L)
pendant l'avance.

L’équipement de coulée de la revendication 4,
comprenant :

une partie en saillie (2310) formée dans l'une
quelconque de la premiere tuyere (2100) et de
la deuxiéme tuyere (2200) ; et

une partie d’attache (2300) prévue sur I'autre
tuyere et présentant une rainure d’attache
(2320) apte arecevoir la partie en saillie (2310).

L’équipement de coulée de la revendication 5, sa-
chant que lorsque la suspente (110) est supportée
sur le bati de montage de suspente (120) et la poche
(L) est positionnée du cété supérieur de la lingotiére
(M), l'autre extrémité de la deuxieme tuyére (2200)
est installée de maniére a étre insérée dans la lin-
gotiere (M),

sachant que la deuxiéme partie de réglage d’équili-
bre (220) est fixée et installée sur une partie supé-
rieure d’'un couvercle de lingotiére (M) destiné a re-
couvrir la partie supérieure de la lingotiére (M).

L’équipement de coulée de la revendication 5, com-
prenant un répartiteur installé entre le bati de mon-
tage de suspente (120) et la lingotiere (M),

sachant que lorsque la suspente (110) est supportée
sur le bati de montage de suspente (120) et la poche
(L) est positionnée du cété supérieur de la lingotiére
(M), l'autre extrémité de la deuxieme tuyére (2200)
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est installée de maniére a étre insérée dans le ré-
partiteur,

sachant que la deuxiéme partie de réglage d’équili-
bre (220) est fixée et installée sur une partie supé-
rieure d’un couvercle de répartiteur destiné a recou-
vrir la partie supérieure du répartiteur.

Procédé de coulée comprenant :

le fait de supporter une poche (L) recevant de
I'acier fondu affiné dans celle-ci moyennant une
suspente (110) ;

le fait d’attacher une deuxiéme tuyére (2200) a
une premiere tuyére (2100) installée au niveau
d’une partie inférieure de la poche (L) ;

le déplacement de la suspente (110) et le mon-
tage de la suspente (110) sur une partie de mon-
tage de suspente (120) positionnée d’'un cété
supérieur d’une lingotiére (M) de telle sorte que
la poche (L) soit positionnée du cbété supérieur
de la lingotiere (M) ;

le déplacement de 'acier fondu de la poche (L)
a travers la tuyére (2000) pour amener l'acier
fondu a la lingotiére (M) ; et

la solidification de I'acier fondu dans la lingotiére
(M) et I'extraction d’une brame coulée depuis la
lingotiere (M),

sachant que le déplacement de la suspente
(110) et le montage de la suspente (110) sur
une partie de montage de suspente (120) posi-
tionnée sur une partie supérieure d’une lingotie-
re (M) comprennent :

le montage de chacune d’'une extrémité et
de l'autre extrémité de la suspente (110) sur
des parties supérieures d’une paire de pre-
miers batis de montage (121) installés dans
une direction correspondante a la direction
d’extension de la suspente (110),

apres l'attache de la premiere tuyere (2100)
et de la deuxiéme tuyére (2200), compre-
nant le déplacement de la suspente (110)
vers le coté supérieur de la lingotiere (M),
puis le réglage de I'équilibre entre la poche
(L) et les premiére et deuxieme tuyeres,

sachantque le réglage de I'équilibre comprend :
I'actionnement d’'une partie de déplacement ho-
rizontale (222) installée dans un c6té inférieur
du bati de montage de suspente pour avancer
un élément de support de poche (221) connecté
a la partie de déplacement horizontale (222)
vers la poche (L) pour permettre a I'élément de
support de poche (221) de supporter une surfa-
ce latérale de la poche (L), ce par quoi une force
est appliquée dans une direction ou I'élément
de saisie de tuyéere (212) est positionné de telle
sorte que la poche (L) et les premiére et deuxie-
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me tuyéres soient ajustées pour étre perpendi-
culaires au sol.

Le procédé de la revendication 9, sachant que le
déplacement de la suspente (110) et le montage de
la suspente (110) sur la partie de montage de sus-
pente (120) positionnée sur une partie supérieure
d'une lingotiere (M) sont effectués de telle sorte
qu’une extrémité et I'autre extrémité de la suspente
(110) soient positionnées entre deux éléments de
montage (122a) s’étendant vers le haut depuis des
parties supérieures de la paire de batis de montage
(121) etinstallés a part I'un de I'autre dans la direc-
tion de largeur de la suspente (110).

Le procédé de la revendication 10, sachant que I'at-
tache de la deuxiéme tuyere (2200) a la premiére
tuyere (2100) comprend :

la saisie de la deuxiéme tuyere (2200) moyen-
nant un élément de saisie de tuyére (212) qui
est déplacable vers I'avant et vers l'arriére ;
I'actionnement d’un bras (211) connecté a I'élé-
ment de saisie de tuyere (212) et 'avance de
I'élément de saisie de tuyere (212) vers l'avant
et vers l'arriére, le déplacement de I'élément de
saisie de tuyére (212) vers un cbété inférieur de
la premiére tuyére (2100), et l'attache de la
deuxieme tuyere (2200) a la premiere tuyere
(2100) ; et

I'installation d’un poids de bras (213) dans une
position opposée a la position de I'élément de
saisie de tuyere (212).

Le procédé de la revendication 11, sachant que 'ac-
tionnement de la partie de déplacement horizontale
(222) pour permettre a I'élément de support de po-
che (221) de supporter la poche (L) comprend :

I'avance d’'un premier élément de déplacement
(222a) connecté a I'élément de support de po-
che (221) pour faire entrer en contact I'élément
de support de poche (221) avec la surface ex-
térieure de la poche (L) ; et

dans un état ou un deuxiéme élément de dépla-
cement (222c) connecté a I'élément de support
de poche (221) et déplagable finement vers
I'avant et vers I'arriére par rapport au premier
élément de déplacement (222a) est en contact
avec la poche (L), 'avance ou le retrait du
deuxieme élément de déplacement (222c) de
telle sorte que la poche (L) et les premiére et
deuxiéme tuyéres soient ajustées pour étre per-
pendiculaires au sol sans étre inclinées.

Le procédé de I'une quelconque des revendications
9 a 12, sachant que la brame coulée est extraite de
la lingotiére (M) dans une direction perpendiculaire
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au sol pour étre coulée verticalement, ou

la brame coulée est coulée de fagon courbe en ce
que la brame coulée est extraite de la lingotiére (M)
dans une direction verticale puis coulée dans une
direction horizontale.
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