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The step (1) comprises cheeks (5) which are manufactured from deep drawing sheet metal, and a tread element (22) and a deep

drawn seating element (24).

he arc (BO1) of the seating element (24) follows a first radius (R1) in the upper region and a second

radius (R2) in the lower region, wherein the second radius (R2) is somewhat smaller than the first radius (R1). The sheet (BO1) of
the seating element (24) merges smoothly at the line (~R) from one radius Into the other radius. By way of the two radil (R1, R2),
the size of the step gap between the tread element (22) and the seating element (24) of the adjacent step Is independent of the
position of the step gap; the step gap always remains very small, for example smaller than 2.8 mm. As a result, the risk of clothing
items, sharp objects, shoes, children's fingers and so on getting jammed Is reduced considerably.
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(57) Abstract: The step (1) comprises cheeks (5) which are manufactured from deep drawing sheet metal, and a tread element (22)
and a deep drawn seating element (24). The arc (BO1) of the seating element (24) follows a first radius (R1) in the upper region and
O\ a second radius (R2) in the lower region, wherein the second radius (R2) is somewhat smaller than the first radius (R1). The sheet
(BO1) of the seating element (24) merges smoothly at the line (UR) from one radius into the other radius. By way of the two radii
) (R1, R2), the size of the step gap between the tread element (22) and the seating element (24) of the adjacent step is independent
of the position of the step gap; the step gap always remains very small, for example smaller than 2.8 mm. As a result, the risk of
clothing items, sharp objects, shoes, children's fingers and so on getting jammed is reduced considerably.
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Erklarungen gemal Regel 4.17:

—  hinsichtlich der Berechtigung des Anmelders, ein Patent zu
beantragen und zu erhalten (Regel 4.17 Ziffer ii)

—  Erfindererklirung (Regel 4.17 Ziffer iv)

(57) Zusammenfassung: Die Stufe (1) besteht aus aus Tiefziehblech gefertigten Wangen (5) und aus einem Trittelement (22) und
einem tiefgezogenen Setzelement (24). Der Bogen (BO1) des Setzelementes (24) folgt im oberen Bereich einem ersten Radius
(R1) und im unteren Bereich einem zweiten Radius (R2), wobei der zweite Radius (R2) etwas kleiner ist als der erste Radius (R1).
Der Bogen (BO1) des Setzelementes (24) geht an der Linie (UR) glatt vom einen Radius in den anderen Radius iiber. Mit den
beiden Radien (R1,R2) ist die GroBe des Stufenspalts zwischen Trittelement (22) und dem Setzelement (24) der benachbarten Stufe
unabhidngig von der Lage des Stufenspaltes, der Stufenspalt bleibt immer sehr klein, z.B. kleiner als 2,8 mm. Die Einklemmgefahr
fiir Kleidungsstiicke, spitze Gegenstidnde, Schuhe, Kinderfinger und so weiter wird dadurch wesentlich verringert.
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Description

Step for Escalator, and Escalator Having a Step of This Type

Technical field

The invention relates to a step for an escalator, with a step skeleton, which is made of
sheet metal parts, as support for at least one tread element and at least one riser element,
wherein the riser element has a web/groove profile, which is made from deep-drawn sheet
metal, with webs and grooves and each web has a cavity as seen from the riser element

underside and the riser eilement extends curvilinearly.

State of the art

A step for an escalator has become known from the specification DE 3605284 A. The step
comprises a tread element with a plurality of horizontally extending strips and a riser
element with a plurality of vertically extending strips. The strips of the tread element mesh
with the strips of the riser element of the adjacent step, wherein the step width is

dependent on the relative position of the adjacent steps.

A step of the kind stated in the introduction is known from US 6978876 B, see, particularly
Figs. 5 and 6. Weight savings and considerable cost savings are possible with the

skeleton-like sheet metal construction of the step.

A step executes a relative movement to the adjacent steps in vertical direction, particularly
in the transition from the inclined escalator section to the horizontal escalator section. The
step structure of the escalator is in that case transferred into a planar structure or band
structure. The height difference between two adjacent steps then changes continuously
from the maximum value to zero. The relative movement is produced by an appropriate
course of the guide tracks for the step rollers and chain rollers. The step has - in section in
tfravel direction - an approximately triangular cross-section. In order to keep the gap
between two steps small, however, the riser element is constructed not to be flat, but as a
cylinder wall section, thus arcuate in cross-section, so that the step in section in travel

direction has the form of a sector of a circle rather than that of a triangle.
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Hustration of the invention

As was established within the scope of the present invention, the gap between two steps is
not, however, constant, but changes according to how large the height difference between

two adjacent steps happens to be.

It Is the object of the present invention to eliminate this disadvantage. According to the
invention this is achieved by a step of the kind stated in the introduction in that it has the
features described herein. A step formed In that manner has the effect that the step gap
is constantly small, almost independent of the instantaneous height difference of two

adjacent steps.

Advantageous developments of the invention are described hereatfter.

In accordance with the invention the step gap between the tread element and the adjacent
riser element thus always remains almost the same size regardless of the position of the
step gap. The risk of accident or the risk of catching items of clothing, sharp objects,
shoes, children's fingers and so forth is thereby thus further substantially reduced.
Particularly in the transition from the inclined run to the straight run of the escalator the

step gap no longer opens up, but also there always remains the same size.

Not only weight savings and considerable cost savings are possible with the skeleton-like
sheet metal construction of the step, but a particular advantage also consists in that almost
any shapes can be produced without additional effort being necessary in production and
without different cross-sections arising, which would have to be taken into consideration
statically. This is because it is very simple to realise a different radli of the riser element
particularly with steps of that kind made of deep-drawn sheet metal.

Lighter steps also mean a lower drive power for the escalator drive. The significant
components of the steps, such as, for example, step cheeks, tread element and riser

element, are produced from thin deep-drawn sheet metal by means of a deep-drawing
method. Notwithstanding the thin sheet metal, the step satisfies the prescriptions and load
tests of European Standard EN 115 as well as American Standard ASME A17.1,
according to which the step has to satisfy a static test and a dynamic test. In the static test

the step is centrally loaded with a force of 3000 N acting perpendicularly to the tread
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element, wherein a deflection of at most 4 mm may occur. After the action of the force, the
step should not have any persisting deformation. In the dynamic test the step is centraily
loaded by a pulsating force, wherein the force varies between 500 N and 3000 N at a
frequency between 5 Hz and 20 Hz and at least 5 x 10° cycles. After the test the step may

nave a residual deformation of at most 4 mm.

It is further advantageous that the components can be produced in production-optimised
manner from a sheet metal roll - which is held by means of an unwinding device and can
be unwound - of, for example, 2 m to 4 m diameter hereinafter, called sheet metal coil.

The work flow can be designed to be free of interruption and production time further

reduced by multiple unwinding devices.

A step with skeleton-like or frame-like sheet metal construction is lighter and substantially
more economic than a die-cast step of aluminium, particularly in view of the increasing
price of aluminium. A 600 mm wide step still weighs approximately 8.6 kg, an 800 mm
wide step still weighs approximately 10.8 kg and a 1000 mm wide step still weighs
approximately 13.1 kg. It is additionally advantageous with this mode of construction that
the step width or also the change-over process in a case of small batch nhumbers does not
require expensive additional operations. A step optimised with respect to minimum weight
and maximum load according to the above-mentioned EN 115 is possible with thin deep-
drawn sheet metais of, for example 1.1 to 1.9 mm thickness, which by means of a deep-
drawing method enable a maximum stiffness of the load-bearing components. Stamping
or bending methods would also be conceivable, but the finished step would be
substantially heavier, because in these production methods greater sheet metal

thicknesses (at least 4 mm sheet metal thickness) are necessary.

The riser element produced from thin deep-drawn sheet metal, which is deep-drawn from,
for example, 0.25 to 1.25 mm thickness to 10 to 15 mm, has by its web/groove section
sufficient stiffness in the case of extreme loads. Notwithstanding increased stiffness,

however, the weight of the tread element remains small.

In the case of a sheet metal thickness of 0.4 mm the riser element weighs 0.7 kg for a step
width of 600 mm, 0.9 kg for a step width of 800 mm and 1.1 kg for a step width of 1000

mm.
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The strength of the riser element is dependent on the material. In the case of a riser
element produced from deep-drawn sheet metal with the designation H380 the elastic limit
is at 380 to 480 N/mm*. Thereafter the material goes into the plastic range. The yield
point is at 400 to 580 N/mm?*. In the case of a riser element produced from deep-drawn
sheet metal with the designation H400 the elastic limit is at 400 to 520 N/mm?®. The
material thereafter goes into the plastic range. The yield point is at 470 to 590 N/mm?®. In
the case of a riser element produced from deep-drawn sheet metal with the designation
H900 the elastic limit is at 790 N/mm*. The material thereafter goes into the plastic range.
The yield point is at 900 N/mm?®. In the case of a riser element produced from deep-drawn
sheet metal with the designation H1100 the elastic limit is at 1020 N/mm®. The material

thereafter goes into the plastic range. The vyield point is at 1100 N/mm?.

The riser element according to the invention can also be used with steps which have,

instead of the centre cheeks, bridge-like cross members connecting the side cheeks.

In the deep-drawing method a die presses a planar sheet metal blank into a prefabricated
die plate, wherein the edge of the sheet metal die is held fast by means of a holding-down
device. In the case of cold deforming, which is produced by die and die plate, of the deep-
drawn sheet metal a transient plasticising and cold-hardening of the deep-drawn sheet
metal takes place below the holding-down device. A three-dimensional body with base
and encircling walls is formed from the two-dimensional sheet metal blank, which is usually
punched from a sheet metal strip or a sheet metal panel, wherein the wall thickness is
slightly smaller than the original sheet metal thickness. The base can be reshaped in
further method steps, for example by means of hydraulic drawing into the die or the die
plate. In the exemplifying embodiment explained in the following the cheek eyes are thus
produced. After the reshaping, the edge is separated from the walls by trimming, for
example by means of a knife, punch, water jet or laser. The deep-drawn sheet metal has
to be provided specifically for the reshaping. In the exemplifying embodiment explained
below use is made of, for example, a deep-drawn sheet metal with the designation H380
or H400. These steel types are substantially based on the strength-enhancing action of
microalloying additives such as, for example, niobium and/or titanium and/or manganese.
The yield points, which are high by comparison with soft steels, of these steel categories
allow cold deforming, with low deforming load, to the point of very demanding and complex
component shapings. The steel categories are matched to the respective deformation

conditions, so that even in the case of small sheet metal thicknesses the tendency to
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deformation-induced contractions, formation of folds, tears or shape inaccuracies due to
resilient springback is minimal. The deep-drawing method is distinguished by a large ratio
of sheet metal thickness to height of the deep-drawn wall as well as the high degree of

load-bearing capability, accuracy in shape and stability connected therewith.

In the case of a roll reshaping method, also termed continuous bending method, a sheet
metal strip from the sheet metal coil is reshaped with the help of several roll pairs or roller

pairs, which are arranged one behind the other, by cold deforming to form sections with
high load-bearing capability.

Accordingly, in one aspect the present invention resides in a step for an escalator, the
step comprising a step skeleton having sheet metal parts supporting at least one tread
element and at least one riser element, wherein the at least one riser element has a
web/groove profile of deep-drawn sheet metal with webs and grooves, each web having a
cavity as seen from an underside of the riser element, the at least one riser element
extending with a curve curvilinearly towards the tread element, the curve having at least
two regions, each with a different constant radius of curvature, concave sides of each
region facing towards an inside of the step. step for an escalator, the step comprising a
step skeleton having sheet metal parts supporting at least one tread element and at least
one riser element, wherein the at least one riser element has a web/groove profile of
deep-drawn sheet metal with webs and grooves, each web having a cavity as seen from
an underside of the riser element, the at least one riser element extending with a curve
curvilinearly towards the tread element, the curve having at least two regions, each with a
different constant radius of curvature, concave sides of each region facing towards an
iInside of the step.

in another aspect the present invention resides in a step construction for an escalator, the
construction comprising first and second adjacent steps, each of the first and second
steps comprising a step skeleton having sheet metal parts supporting at least one tread
element and at least one riser element, wherein the at least one riser element has a
web/groove profile of deep-drawn sheet metal with webs and grooves, each web having a
cavity as seen from an underside of the riser element, the at least one riser element
extending with a curve curvilinearly towards the tread element, the curve having at least
two regions, each with a different constant radius of curvature, concave sides of each
region facing towards an inside of the step, the first and second steps being separated by

a step gap of no greater than 2.8 millimeters.
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Brief description of the drawings

The present invention is explained in more detail by way of the accompanying figures, In

which:

Fig. 1 shows a skeleton of the step according to the invention;

Fig. 2 shows the step according to the invention;

Fig. 3 shows a side view of the step;

Fig. 4 shows a tread element meshing with a riser element of the adjacent step;

Fig. 5 shows an escalator at the transition from the inclined running to the straight
running; and

Figs. 6t0 9 show a step gap between tread element and riser element of the adjacent

step in different relative settings of the adjacent step.

Best route to embodiment of the invention

Fig. 1 shows a step skeleton 2 of the step 1 according to the invention. The step skeleton
2 consists of a first cheek 3, at least one centre cheek 4 and a second cheek 5. First and
second cheeks 3, 5 are also termed side cheeks and are arranged in mirror image. The

cheeks 3, 4, 5 are arranged in travel direction. A sheet metal blank is punched from a

/
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sheet metal strip for each cheek 3, 4, 5 and this blank is subsequently reshaped by means
of a deep-drawing method to form the cheek. A carrier 6, a bridge 7 and a bracket 8
extend transversely to the travel direction and connect the cheeks 3, 4, 5, wherein the
components are connected without screws, for exanﬁple by means of a spot-welding
method. Cheeks 3, 4, 5, carrier 6, bridge 7 and bracket 8 form the step skeleton. The
components of carrier 6, bridge 7 and bracket 8 are produced in endless manner from the
sheet metal coil by means of a roller reshaping method, for example with a production
speed of 10 to 20 metres per minute, and cut to length according to the respective step
width. Stainless steel sheet or zinc sheet or copper sheet or brass sheet with a thickness
of 1.8 to 3.3 mm is provided for the components of carrier 6, bridge 7 and bracket 8. Other
constructional materials such as, for example, synthetic fibore composites or natural fibre
composites or carbonfibre composites or glassfibre composites or plastics materials are

also possible.

A step roller 9 and an emergency guide hook 10 are arranged at the first cheek 3. A step
roller 11 and an emergency guide hook 12 are arranged at the second cheek 5. The step
roller 9, 11 guides the step 1 along a guide track of the escalator. The emergency guide
hook 10, 12 is supported, in the event of failure of the step roller 9, 11, on an emergency

guide of the escalator and forces the step 1 back to the guide track.

The step 1 is connected with the step chain of the escalator by means of a step axle 13.
The step axie 13 is of multi-part construction. An axle pin 14 made from a round material
Is rotatably mounted in a bush 15, which serves as slide bearing, of the centre cheek 4. A
bush 16 serving as a slide bearing is arranged at the first cheek 3, wherein a first entrainer
axle 17 is rotatably mounted at one end in the bush 16 and is connected at the other end
by means of a shackle 18 with the axle pin 14 of the centre cheek 4. A bush 19 serving as
a slide bearing is arranged at the second cheek 5, wherein a second entrainer axle 20 is
rotatably mounted at one end in the bush 19 and is connected at the other end by means

of a shackle 21 with the axle pin 14 of the centre cheek 4.

The entrainer axles 17, 20 are produced from sheet metal coil by means of a roll
deforming method and cut to length depending on the respective step width. With the
shackle 18, 21 released the entrainer axle 17, 20 is pushed, at each side of the step 1,
over a chain pin of the step chain and the shackle 18, 21 retightened, whereby the step 1

Is connected with the step chain moving the step 1.
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The step axle 13 forms, together with the chain pin, a continuous axle from one chain roller

to the opposite chain roller. The step 1 is thus carried at one end by the chain rollers and

at the other end by the step rollers 9, 11.

Fig. 2 shows the complete step 1 as seen from below, in which the step skeleton 2 has
been supplemented by a tread element 22, a step edge 23 and a riser element 24. The
tread element 22 and/or the riser element 24 can also consist of more than one part. For
example, the one-piece tread element 22 or the one-piece riser element 24 can be divided
longitudinally as seen in travel direction and/or transversely thereto. The tread element 22
and also the riser element 24 are produced in two stages. In a first stage the sheet metal
drawn off the sheet metal coil is straightened and pre-shaped or pré-corrugated by means
of a splined shaft to the extent of approximately 50% and subsequently cut to length
depending on the respective step spacing. In a second stage the preshaped component is
reshaped by means of a deep-drawing method to form the final web/groove profile with
webs and grooves. The curve BO1 of the riser element is produced at once in the same
deep-drawing process. The tread element 22 and also the riser element 24 can also be
deep-drawn in one step, wherein 3 to 10 webs and grooves are deep-drawn, the deep-
drawn sheet metal is subsequently pushed onward, then a further 3 to 10 webs and
grooves are deep-drawn, and so on. In total, a deep-drawn sheet metal plate of, for
example, 0.25 to 1.25 mm thickness is deep-drawn to 10 to 15 mm The web/groove profile
of the tread element 25 has on the support side at each second web a small tooth 25
which meshes with the web/groove profile of the riser element 24 of the adjacent step.

The gap between the steps is thereby set forward and set back.

The step edge 23, which, for example, is made of ceramic or natural fibre or plastics
material in an injection-moulding process or of aluminium in a die-casting process, is
placed on the bridge 7 and screw-connected or riveted or glued or clinched or plugged-on
from below with the bridge 7. Other materials such as plastics material, natural fibre
materials, synthetic fibre materials, glassfibre composites, carbonfibre composites or
stainless steel and also colours such as yellow, red, black, blue or mixed colours are
possible. The step edge 23 is so constructed that the tread element 22 and also the riser
element 24 can be pushed into the step edge 23.

Figure 3 shows a side view of the step 1 as seen on the second cheek 5. The tread
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element 22 is connected with the carrier 6 and the bridge 7 in screw-free manner, for
example by means of a spot-welding method. The riser element 24 is pushed into the step
edge 23 and connected with the bracket 8 in screw-free manner, for example by means of
a spot-welding method or a clinching method. The curve BO1 of the riser element 24
follows a first radius R1 in the upper region and a second radius R2 in the lower region,
wherein the second radius R2 is smaller than the first radius R1. The curve BO1 can also
have more than two different radii. The curve BO1 of the riser element 24 goes over from
one radius to the other radius at the line UR. The position of the line UR is determined by
the smallest escalator inclination of, for example, 27°. At this inclination as also at greater
escalator inclinations of, for example, 30° or 35° the step gap SP1 is as small as possible
and almost always the same. With the two radii R1, R2 the step gap SP1 between tread
element 22 and riser element 24 of the adjacent step remains always the same small size
regardless of the position of the step gap SP1 shown in Fig. 6 to Fig. 9. The step gap SP1

can be slightly greater or smaller depending on the escalator inclination.

R1 is, for example, 447.5 mm and has its origin at the point denoted by OP1. R2 is, for
example, 380 mm in size and has its origin at the point denoted by OP2. These radii are
applicable to chain links with a length of 133.33 mm or to a chain pitch of 133 mm. In a
case of chain pitch of 200 mm, there results for R1, for example, 426 mm and for R2, for
example, 380 mm. In a case of chain pitch of 400 mm there results for R1, for example,
410 mm and for R2, for example, 380 mm. The exact position of the origin points 0P1,
OP2 Is made uniform. The radii R1, R2 were determined empirically by tests and

constructions. Further explanations with respect thereto are illustrated by Fig. 5.

Depending on the respective customer wish, stainless steel, aluminium, synthetic/natural
fibre composites, glassfibre composites, carbonfibre composites, ceramic, copper, brass,
manganese/titanium sheet and so forth are, for example, also conceivable for the tread

element 22 and/or for the riser element 24.

Fig. 4 shows in three-dimensional view the tread element 22 of the adjacent steb and the
riser element 24, which Is produced from deep-drawn sheet metal 83, in the gap region,
wherein the spacing between the tread element 22 and the riser element 24 forms the step
gap SP1. Like the step 1, in Fig. 2 the three-dimensional detail is also shown as seen
from below. The teeth, which are designated by 25, of the tread element 22 mesh with the
web/groove profile 80 of the riser element 24. The web/groove profile 80 of the riser
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element 24 consists of webs 82 and grooves 81, wherein each web 82 as seen from below
(in arrow direction P2) forms a cavity 84 which for stiffening of the riser element 24 can be
provided with a filling. In each instance one tooth 25 reaches into an adjacent groove 81
of the riser element 24. The step gap SP1 between the tread element 22 and the riser
element 24 is thereby set forward and set back. The deep-drawn sheet metal 61
deformed by means of a deep-drawing process forms the web/groove section 66 with
webs 62 and grooves 63 extending in travel direction. The webs 62 and grooves 63 form
the tread element 22, wherein the webs 62 form the tread surface for the users of the step

1 or of the escalator. Each web 62 forms a cavity 64 as seen from below (in arrow

direction P2).

F1g. 5 shows an escalator at the transition from the inclined run to the straight run. In that
case the visible step height as seen in travel direction P3 is decreasing and is 0 mm height
in the straight run. The step gap SP1 continuously changes its position relative to the riser
element 24 of the step 1 and migrates from below to above as shown by an arrow P4. The
step gap SP1 is always almost of the same size regardless of whether the escalator forms
visible steps or whether the escalator forms a plane. In the case of an angle of inclination
of 30° or 35° the step gap SP1 is very narrow, for example 2.8 mm. The formation of a
staircase or of a plane is achieved by guide tracks 71 which guide the step rollers 9, 11
and by guide tracks 72 which guide the chain rollers 73. The transition curve of the gquide
tracks 71, 72 is denoted by BO2 and the radius of the transition curve BOZ2 is denoted by

R3 and at least 1000 mm in size.

Due to the departure of the step chain from the guide track 72 the step gap SP1 in the
transition curve BOZ2 is a little smaller, since the step chain with chain links of, for example,
133.33 mm or 200 mm length forms the chord to the transition curve BO2. The radii R1,
R2 of the riser element 24 provide compensation for this shortening acting on the step gap
SP1. By virtue of the step geometry and in the case of a small radius R3 of the transition
curve BOZ of, for example, 1000 mm to 1500 mm the step gap SP1 is smallest. In the
case of rapid rising of the tread element 22 the step chain describes a clear segmentation

and forms the largest or strongest chord. By way of the transition curve BO2 the step gap
SP1 is very strongly dependent on the construction of the riser element 24 and is variable.
In order to achieve a smallest possible step gap SP1 an elevation of the riser element by
means of a larger radius R1, for example 447.5 mm, is necessary. In the case of other

chain pitches, the radii have a size as explained further above.
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Fig. 6 to Fig. 9 show the details A2 to AS of Fig. 5 with the constant step gap SP1 between
riser element 24 and tread element 22 of the adjacent ste'p. Fig. 6 shows the step gap SP1
at full step height. Fig. 7 shows the step gap SP1 at approximately half step height in the
transition region. Fig. 8 shows the step gap SP1 at minimum step height. Fig. 9 shows

the step gap SP1, without step height, in the straight run.
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We claim:

1. A step for an escalator, the step comprising a step skeleton having sheet
metal parts supporting at least one tread element and at least one riser element,
wherein the at least one riser element has a web/groove profile of deep-drawn sheet
metal with webs and grooves, each web having a cavity as seen from an underside
of the riser element, the at least one riser element extending with a curve
curvilinearly towards the tread element, the curve having at least two regions, each

with a different constant radius of curvature, concave sides of each region facing
towards an inside of the step.

2. A step according to claim 1, wherein the curve has a first radius in an upper

region adjacent to the tread element and a second radius of curvature in a lower

region, wherein the second radius of curvature is smaller than the first radius of

curvature.

3. A step according to claim 2, wherein the first radius of curvature is chosen
from the group consisting of approximately 447.5 millimeters, approximately 426
millimeters, and approximately 410 millimeters, and the second radius of curvature is
chosen from the corresponding group consisting of approximately 380 millimeters,

approximately 380 millimeters, and approximately 380 millimeters.

4. A step according to any one of claims 1 to 3, wherein the deep-drawn sheet

metal contains at least one microalloying additive and the web/groove profile is deep-

drawn to 10 to 15 millimeters with a sheet metal thickness of 0.25 to 1.25 millimeters.
S. A step according to any one of claims 1 to 3, wherein the deep-drawn sheet

metal has an elastic limit in a range of 380 N/mmZ? to 520 N/mm? or 790 N/mm? to

1020 N/mm?, and a corresponding vield point in the range of 440 N/mm? to 590
N/mm? or 900 N/mm? to 1100 N/mm?Z2.

6. A step according to any one of claims 1 to 3, wherein the sheet metal
thickness of the deep-drawn sheet metal is 0.4 millimeters.

7. An escalator with at least one step according to claim 1.

8. A step construction for an escalator, the construction comprising first and second
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adjacent steps, each of the first and second steps comprising a step skeleton having
sheet metal parts supporting at least one tread element and at least one riser
element, wherein the at least one riser element has a web/groove profite of deep-
drawn sheet metal with webs and grooves, each web having a cavity as seen from
an underside of the riser element, the at least one riser element extending with a
curve curvilinearly towards the tread element, the curve having at least two regions,
each with a different constant radius of curvature, concave sides of each region
facing towards an inside of the step, the first and second steps being separated by a

step gap of no greater than 2.8 millimeters.
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