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in the mold, is fed for the upper part of the metal strip 
8 by means of a spraying device 12 to the metal feeding 
roll 10, which is cleaned by a rotating brush 13, and 
reaches with the latter the surface of the metal strip 8. 
The mold lubricant for the lower part of the metal strip 
8 is fed into the mold by means of a feeding conduit 14 
terminating in the advanced part 6 of the mold. 

In order to prevent the surface of the metal strip 8, 
which is only thinly solidified, due to the cooling effect of 
the cooled metal feeding roll 10, being broken up again 
by the metal feeding roll 10, a lifter 15 is provided on the 
set-off edge of the upper part 5 of the mold. 
The mold which is cooled by a coolant fed through con 

duits 16, is secured to a lifting slide 18 mounted in the 
machine frame 17, which lifting slide 18 is driven by a 
controllable drive 19 by means of the drive shaft 20 and 
the push- and connecting rods 21. 
The metal strip 8, which is on the outside already com 

pletely solidified, moves from the indirect cooling zone in 
the mold into a zone 22 providing direct cooling by means 
of spraying nozzles 23, by which the coolant is sprayed 
on, where the metal strip 8 is completely solidified and 
is maintained by non-driven support rolls 24 still in hori 
Zontal position. 

Transport rolls 25, which have the same rotational speed 
as the metal feeding roll 10, caused by a common drive 
26 or also by individual, yet common electrically con 
trolled drives, move the metal strip 8 in dependency upon 
the profile 7 of the metal strip 8, the type of metal cast 
and the casting speed from the mold to the further work 
ing stations. 

In the joint drive 26 of the transport rolls 25 and of the 
metal feeding roll 10, the drive of the metal feeding roll 
10 takes place over the drive shaft 27 and any suitable 
transmission 28. 
While I have disclosed one embodiment of the present 

invention, it is to be understood that this embodiment is 
given by example only and not in a limiting sense, the 
scope of the present invention being determined by the 
objects and the claims. 

I claim: 
1. A strip-casting apparatus for casting of metals, com 

prising 
a stationary frame, 
a substantially horizontal reciprocable continuous mold 

having an upper part and a lower part, said upper 
part being shorter than said lower part, 

said lower part and said upper part of said mold having 
a form complementary to the profile of the metal 
strip to be cast, 

an inlet funnel disposed adjacent said mold and adapted 
to feed liquid metal into said mold, 

said lower part of said mold extending to a lower part 
of said inlet funnel, 

said mold having cooling conduits extending there 
through, a rotatable metal feeding roll disposed be 
tween said upper mold part and said inlet formed 
above said lower part of said mold, 

said metal feeding roll having a plurality of cooling 
conduits, 

the surface of said metal feeding roll being formed com 
plementary to the profile of said metal strip to be 
cast, and means for performing a reciprocating move 
ment of said mold, funnel and feeding roll. 

2. The strip-casting apparatus, as set forth in claim 1, 
which includes 

packing means disposed between said inlet funnel, the 
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advanced end portion of said lower part of said mold 
and said metal feeding roll. 

3. The strip-casting apparatus, as set forth in claim 2, 
in which 

said packing means comprises a refractory, plastic, 
metal-repelling mass. 

4. The strip-casting apparatus, as set forth in claim 1, 
which includes 

spraying means disposed adjacent said metal feeding roll 
adapted for applying a lubricant to the outer surface 
of said metal feeding roll. 

5. The Strip-casting apparatus, as set forth in claim 4, 
which includes 

feed means connected to said lower part of said mold 
for applying a lubricant thereto. 

6. The strip-casting apparatus, as Set forth in claim 1, 
which includes 

brush means disposed at the upper part of the periphery 
of Said metal feeding roll adapted for cleaning the 
surface of said metal feeding roll. 

7. The strip-casting apparatus, as set forth in claim 1, 
which includes 

lifting means disposed at the set-off edge of said upper 
part of said mold between said strip and said metal 
feeding roll, 

said lifting means having a form complementary to the 
profile of said metal strip to be cast. 

8. The strip-casting apparatus, as set forth in claim 1, 
which comprises 

direct cooling means for said metal strip to be cast dis 
posed behind said mold and including spray nozzles 
for a coolant surrounding said metal strip and at least 
one pair of Supporting roll means engaging said metal 
strip. 

9. The strip-casting apparatus, as set forth in claim 8, 
which includes 

at least a pair of transport rolls behind said direct cool 
ing means for discharging said strip from said appara 
EllS. 

10. The strip-casting apparatus, as set forth in claim 9, 
which comprises 
common drive means for rotating said metal feeding 

roll and said transport rolls at substantially synchro 
nous Speeds. 

11. The strip-casting apparatus, as set forth in claim 10, 
in which 

said drive means includes a drive for said transport rolls 
and transmission means between said drive and said 
metal feeding roll, for rotating the latter. 

12. The strip-casting apparatus, as set forth in claim 1, 
which comprises 

a slide reciprocable on said frame, and acted upon by 
said reciprocating means, and carrying said mold 
thereon. 
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