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Description

[0001] This invention relates to a device and method
for feeding the mould cavity with powder or granular ma-
terial, in ceramic tile manufacture.
[0002] The device comprises a loading carriage hav-
ing one or more lowerly and upwardly open compart-
ments, and provided with appropriate grids. Each com-
partment corresponds to a mould cavity and has plan
dimensions substantially equal to those of the mould
cavity. The carriage is moved forwards and rearwards
while slidingly resting on a flat continuous surface posi-
tioned as a continuation of the upper surface of the
mould die plate comprising the cavity to be filled.
[0003] The carriage is moved synchronously with the
press operations between a retracted position in which
the loading compartment receives the material, and an
advanced position in which the compartment lies above
the mould cavity so that the material falls from the com-
partment and into the cavity. While passing from the re-
tracted position to the advanced position, the loading
compartment is closed lowerly by the surface on which
it slides.
[0004] In the known art, the carriage is fed by an over-
lying hopper the lower mouth of which has a transverse
dimension (ie perpendicular to the carriage movement)
equal to the total transverse dimension of the loading
compartments and of the parts which separate them
from each other, whereas the longitudinal dimension is
less than the corresponding compartment dimension.
When the carriage moves within the vicinity of its retract-
ed position, the lower mouth of the hopper covers the
entire area of the loading compartments so that the ma-
terial falling from the hopper fills these compartments.
[0005] To obtain certain aesthetic effects in the tiles,
it is known to fill the mould cavity with several materials
of different characteristics, in particular in terms of col-
our. In this manner tile regions are obtained with blurring
of different colours (or other characteristics), typically for
imitating natural stone.
[0006] For this purpose the different materials, origi-
nating from different silos, are fed in the determined pro-
portions into the loading hopper, where they are mixed
together to some extent and are released together into
the compartment in the loading carriage.
[0007] Said device is however only able to produce
blurred aesthetic effects on the tile, which moreover
arise in a substantially random and non-repetitive man-
ner, and is not able to form precise and well defined
lines, figures or backgrounds.
[0008] A device is shown in SU-A-1447681, compris-
ing one intermediate container overlying the loading
compartment of the loading carriage whose internal
space is divided by a series of vertical baffles which de-
fine a plurality of separated regions wherein different
materials are conveyed. Furthermore, a second series
of vertical baffles are positioned within the loading com-
partment to define a plurality of mutually separated

shaped regions, which receive materials from the inter-
mediate container.
[0009] An object of this invention is to provide a device
which enables determined aesthetic designs with fig-
ures, lines or backgrounds to be created having well de-
fined outlines (for example a figure having a precise ge-
ometrical shape positioned on a background of different
colour).
[0010] This and other objects are attained by the in-
vention as characterised in the claims.
[0011] The invention is described in detail hereinafter
with reference to the accompanying figures, which illus-
trate two embodiments thereof.

Figure 1 shows the device of the invention applied
to a press mould in sectional view taken on a longi-
tudinal vertical plane.
Figure 2 is an enlarged detail of Figure 1.
Figure 3 is a section on the plane III-III of Figure 2.
Figure 4 is a section on the plane IV-IV of Figure 2.
Figure 5 is a view of a second embodiment of the
device of the invention shown partly sectioned on a
vertical longitudinal plane.
Figure 6 shows an enlarged detail of Figure 5.

[0012] Figure 1 shows schematically a press 2 of any
known type. On the bed 3 of the press 2 there are posi-
tioned a die plate 4 and a lower mould die 5, which to-
gether define the forming cavity 6.
[0013] The cavity 6 can be of any shape. In addition
one and the same mould can comprise several cavities
6 so that several tiles are formed simultaneously (mul-
tiple mould).
[0014] The upper die 7, which is vertically movable, is
positioned in the upper part of the press.
[0015] The cavity (or cavities) 6 is filled with materials
in powder form which are transferred by a loading car-
riage 10 having, for each cavity 6, a loading compart-
ment 11 having plan dimensions substantially equal to
those of the forming cavity 6.
[0016] The carriage 10 possesses two sidepieces 13
which are constrained by idle wheels 16 or other guide
means to the fixed support structure 9 of the device,
such as to be able to slide only in a longitudinal horizon-
tal direction. By known means, for example a crank
mechanism 14 operated by a motor 15, the carriage is
moved forwards and rearwards in said longitudinal di-
rection between a retracted position (shown in Figure
1), in which the loading compartment 11 is fed with the
material to be transferred to the cavity 6, and an ad-
vanced position, in which the compartment 11 is posi-
tioned above the cavity 6 into which it releases the ma-
terial contained in it.
[0017] If the mould is of multiple type, the number of
compartments 11 is equal to the number of cavities 6,
they having the same arrangement as the cavities 6.
[0018] The compartment 11 slides on and in contact
with a fixed horizontal slide surface 8 coplanar with the
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upper surface of the die plate 4 and positioned adjacent
thereto. The surface 8, together with the upper surface
of the die plate 4, keeps the base of the compartment
11 closed when the carriage 10 passes from its retracted
position to its advanced position.
[0019] The device of this invention is applied to the
fixed structure 9 and operates on the carriage 10 to load
its compartment 11 when the carriage is in its retracted
position (Figure 1).
[0020] According to the invention, said device com-
prises an intermediate container 20 located in a fixed
position above the carriage compartment 11 when the
carriage is in its retracted position, the container 20 hav-
ing plan dimensions equal to the loading compartment
11, its height being conveniently greater than the com-
partment 11.
[0021] In the case of multiple moulds, several inter-
mediate containers 20 are provided side by side, one
for each compartment 11.
[0022] The interior space of the container 20 is divided
into a series of vertical baffles 22 which define a plurality
of shaped regions, separated from each other, corre-
sponding to those parts of the figure which are to be re-
produced as the aesthetic effect in the tile. If for example
a figure formed from a circle positioned at the centre of
a uniform background is to be reproduced in the tile, at
the centre of the compartment 11 there is placed a baffle
bent as a cylindrical surface, the cross-section of which
has the dimensions of the circle of the figure to be ob-
tained.
[0023] In the case shown in Figure 3, within the com-
partment 11 said baffles 22 define several diagonally po-
sitioned squares, and within four of these a like number
of smaller squares with their sides parallel to the sides
of the compartment 11.
[0024] The container 20 is fed by a series of substan-
tially vertical tubes 21 which open separately into the
various shaped regions defined by the baffles 22. The
upper ends of the tubes 21 branch from two or more
upper containers 30', 30" each containing a material of
different characteristics. The connections between the
regions of the compartment 11 and the upper containers
is such that each region defined by the baffles 22 re-
ceives the specific material scheduled for it, on the basis
of the aesthetic effect to be produced.
[0025] Within the loading compartment 11 of the car-
riage 10 there are provided a second plurality of baffles
12 which in plan view form a figure exactly equal to that
formed by the baffles 22, to hence define a plurality of
mutually separated shaped regions identical in plan
view to the regions defined by the first series of baffles
22 (see Figure 4).
[0026] The base of the container 20 is closed by a first
perforated flat plate 23 having a plurality of apertures
23' in the form of elongate narrow parallel slots for pas-
sage of the materials. The apertures 23' are distributed
within the plate in accordance with the plan distribution
of the shaped regions defined by the baffles 22 and 12,

ie no aperture 23' extends beyond the contour of the
specific region within which it is located (see Figure 3 in
particular).
[0027] Adjacent to and below the first plate 23 there
is positioned a movable second perforated flat plate 24
having an equal series of passage apertures 24' to the
plate 23 (see Figure 4).
[0028] Said passage apertures 23' and 24' are
shaped to enable the two plates 23 and 24 to be ar-
ranged in a first mutual position in which the apertures
mate, or to be moved slightly one from another into a
second mutual position, in which the apertures of one
plate are closed by the solid surface of the other plate.
[0029] The lower plate 24 is secured to the container
20 in such a manner as to be able to be slid horizontally
relative to the other plate 23 which is fixed, while remain-
ing adjacent to it.
[0030] On the two longitudinal sides of the container
20 there are positioned two pneumatic cylinder-piston
units 26 arranged to move the plate 24 horizontally to-
and-fro through a short distance relative to the plate 23.
This action shifts the plate 24 between said first position,
in which the apertures 24' of the plate 24 mate with the
apertures 23' of the plate 23 (Figure 2), and a second
position in which the apertures 24' are closed by the sol-
id regions of the plate 23, and vice versa.
[0031] Basically the two plates 23 and 24 define a sort
of slide valve which opens and closes passage for the
materials and is virtually flush with the upper edge of the
compartment 11.
[0032] In front of the loading compartment 11 the car-
riage comprises a second loading compartment 31 pro-
vided with usual transverse grids and having a longitu-
dinal dimension less than the compartment 11, its pur-
pose being to contain material for filling the upper layer
of the mould cavity.
[0033] Said front loading compartment 31 is fed with
powder material by usual known means when the car-
riage 10 is in its retracted position. For example (as
shown in the figures) these means comprise a fixed
loading hopper 32, the lower mouth of which is posi-
tioned transversely and is open and closed by a rocking
shutter 26 positioned in front of the container 20. When
the carriage is in its retracted position the hopper 32 lies
above the second compartment 31. At that point, the
shutter 36 is moved by means of a cylinder-piston unit
and the lower mouth of the hopper is opened, so that
the material present in it falls into the underlying com-
partment 31.
[0034] In operation, when the carriage 10 is moved
into its retracted position, the plate 24 is moved into said
first position relative to the fixed plate 23, so that the
apertures 23' and 24' mate, the materials located in the
various container regions defined by the baffles 22 of
the container 20 hence descending into the loading
compartment 11 and being transferred into the corre-
sponding underlying regions defined by the baffles 12.
[0035] At the same time, the hopper 32 loads the front
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loading compartment 31.
[0036] The plate 24 is then moved into the second po-
sition so that the apertures 23' and 24' become offset
and closed, the carriage 10 then undergoing outward
travel into its advanced position, followed by return trav-
el to its retracted position.
[0037] As is well known, in moving into its advanced
position the carriage 10 shifts the previously formed tile
forwards by a thrust means 33 positioned at the front
end of the carriage, so freeing the surface of the press
mould.
[0038] When the carriage 10 reaches its end of for-
ward travel, the lower die 5 descends through a prede-
termined distance to form the cavity 6, which during low-
ering receives the materials contained in the overlying
compartment 11. Being separated from each other by
the baffles 12 of the compartment 11, these materials
fall into the mould cavity 6 by simple gravity action and
with the same arrangement. Consequently the same fig-
ures created by the different materials in the compart-
ment 11 are recreated in the cavity 6, and specifically in
its lower part. These figures are those which will create
the desired aesthetic effect on the tile.
[0039] Moreover, the compartment 11 is dimensioned
such as to contain, and hence to subsequently release
into the cavity 6, a quantity of material less than that
required to completely fill the cavity.
[0040] Finally, the cavity 6 is completely filled by the
passage of the front compartment 31 above it during the
return travel of the carriage 10. In this respect, this com-
partment releases onto the material deposited by the
compartment 11 a quantity of different material, which
is scraped by the element 33 (or by other usual scraper
means) to hence completely fill the mould cavity 6.
[0041] A rotary brush positioned in the front region of
the carriage 10 to clean the surface along which the car-
riage 10 slides is indicated in the figures by the reference
numeral 35.
[0042] The first embodiment is not without a minimum
degree of mixing of the powders due to the shaking
which occurs during the outward travel of the carriage
10.
[0043] In this respect, the compartment 11 is not com-
pletely filled, and during the to-and-fro movement of the
carriage 10 there is an accumulation of material against
the baffles 12 which divide the internal volume of the
compartment 11.
[0044] This can be remedied by the second embodi-
ment described hereinafter and illustrated in Figures 5
and 6.
[0045] It should be noted that in the description of the
second embodiment of the device those components
common to both embodiments carry equal reference nu-
merals.
[0046] In this second embodiment the intermediate
container 20, with its baffles 22, is rigidly fixed to the
compartment 11 and hence to the carriage 10.
[0047] As in the preceding embodiment the base of

the container 20 is separated from the top of the com-
partment 11 by a fixed plate 23 and a movable plate 24,
both carrying apertures 23' and 24' respectively. In ad-
dition, again in this second embodiment the compart-
ment 11 is provided with baffles 12 having the same dis-
tribution as the baffles 22 of the container 20.
[0048] This embodiment requires the presence of a
shutter for closing the lower mouths of the powder feed
tubes 21, which is operated by a usual pneumatic cylin-
der-piston unit 390.
[0049] In addition, the loading hopper 32 is positioned
at a higher level than in the preceding embodiment to
enable the intermediate container 20 to pass during the
outward and return travel of the carriage 10.
[0050] To the front of the compartment 11 and of the
overlying container 20 there is provided a compartment
37 totally similar to the compartment 31 described in the
first embodiment except with regard to its height. In this
second case the compartment 37 has a greater height
than the compartment 31 in order to minimize the dis-
tance which separates it from the lower mouth of the
loading hopper 32.
[0051] When the carriage 10 is in its retracted position
the flat plate 24 is positioned such as to close the aper-
tures 23' of the plate 23. In this position the cylinder-
piston unit 390 moves the shutter 39 such as to enable
the material contained in the tubes 21 to fill the container
20, with simultaneous filling of the front compartment 37
by the hopper 32.
[0052] When loading of the powder materials into the
container 20 and into the compartment 37 is complete,
the cylinder-piston unit 390 operates the shutter 39 to
close the lower mouth of the tubes 21. At this point the
carriage 10 is made to advance into the material dis-
charge position by the motor 15.
[0053] During the advancement of the carriage 10 the
lower die 5 is maintained coplanar with the carriage slide
surface. When the carriage is in the advanced or mate-
rial discharge position, ie in the position in which the pe-
rimeter of the base of the compartment 11 lies exactly
above the perimeter of the cavity 6, the pneumatic cyl-
inder-piston units 26 move the plate 24 into said first
position in which the apertures 23' of the plate 23 mate
with the apertures 24' of the plate 24.
[0054] In this manner the material contained in the
container 20, the inner volume of which is divided by the
baffles 22, is deposited in the underlying compartment
11, the volume of which is divided by the baffles 12
which, in plan view, form a figure exactly equal to that
formed by the baffles 22. Consequently in falling into the
compartment 11 the material maintains the same ar-
rangement and distribution which it had in the container
20.
[0055] It should be noted that in the compartment 11
there is deposited only that quantity of material required
to form a powder layer of the required volume. After the
material has been deposited in the compartment 11 the
pneumatic cylinder-piston units 26 move the plate 24 in-
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to said second position, in which the apertures 23' of the
plate 23 are closed.
[0056] The lower die 5 is then lowered to form the cav-
ity 6, which during lowering receives the material con-
tained in the overlying compartment 11, without any
change in the arrangement and distribution of the ma-
terial.
[0057] This prevents the material contained in the
compartment 11 being subjected to shaking before fall-
ing by gravity into the underlying cavity 6, to the advan-
tage of sharp separation between the powders which in
the compartment 11 are separated by the baffles 12.
[0058] It should be noted that the volume of the cavity
6 is such as to receive both the material contained in the
compartment 11 and that contained in the compartment
37.
[0059] This latter is poured into the cavity 6 during the
rearward travel of the carriage 10, in which respect as
the compartment 37 gradually moves above the cavity
6 it releases the material contained in it so as to com-
pletely fill the cavity 6.
[0060] Any excess material is then scraped by the el-
ement 33 (or by other usual scraper means).
[0061] Numerous modifications of a practical and ap-
plicational nature can be made to the invention, but with-
out leaving the scope of the inventive idea as claimed
below.

Claims

1. A device for feeding the mould cavity with powder
or granular material in ceramic tile manufacture,
comprising
a loading carriage (10) having at least one loading
compartment (11) with plan dimensions equal to
those of a mould cavity (6), and being driven with
reciprocating movement between a retracted posi-
tion in which the loading compartment (11) receives
the material, and an advanced position in which the
loading compartment (11) releases the material into
the underlying mould cavity (6),
at least one intermediate container (20) overlying
the compartment (11) and having plan dimensions
equal to those the loading compartment (11) and an
internal space divided by a first series of vertical baf-
fles (22) which define a plurality of shaped regions
separated from each other;
means (30', 30", 21) for conveying into said shaped
regions different materials specific for said regions;
means (23, 24) for closing and opening material
passage through the intermediate container (20);
a second series of vertical baffles (12) positioned
within the carriage loading compartment (11) to de-
fine a plurality of mutually separated shaped re-
gions, the intermediate container (20) having a
loading internal space which is filled with material
loaded into it through said conveying means (30',

30", 21)
characterised by that:

the capacity of said loading internal space of
the intermediate container (20) is greater than
the capacity of the loading compartment (11),
the lower base of said loading internal space of
the intermediate container (20) is adhering to
the top of the loading compartment (11) and is
separated from it by means of the flat plate
means (23, 24),
the loading compartment (11) is filled with ma-
terial loaded into it through said loading internal
space of the intermediate container (20);
the second series of vertical baffles (12) forms,
in a plan view, a figure exactly equal to that
formed by the first vertical baffles (22) to define
shaped regions equal to those parts of the fig-
ure which are to be reproduced as the aesthetic
effect in the tile, said means (23, 24) for closing
and opening material passage through the in-
termediate container (20) comprises a fixed
perforated flat plate (23) having a plurality of
apertures (23'), said plate (23) closing the base
of the intermediate container (20) and separat-
ing it from the top of the loading compartment
(11).

2. A device as claimed in claim 1, characterised in
that said intermediate container (20) is in a fixed
position relative to said compartment (11) of the
loading carriage (10).

3. A device as claimed in claim 1, characterised in
that said intermediate container (20) is rigid with
said loading compartment (11) of the loading car-
riage (10).

4. A device as claimed in claim 3, characterised by
5 comprising movable means for closing the lower
mouth of the means (21) for feeding powder mate-
rial to the at least one intermediate container (20).

5. A device as claimed in claim 4, characterised in
that said movable means for closing the lower
mouth of the means (21) are a shutter operated by
at least one pneumatic cylinder-piston unit (390).

6. A device as claimed in claim 1, characterised in
that said closing and opening means comprise a
first thin perforated flat plate (23) which closes the
base of the intermediate container (20) and has a
plurality of material passage apertures (23') distrib-
uted within it in conformity with the plan distribution
of shaped regions defined by the baffles (22), and
a movable second thin perforated flat plate (24) ad-
jacent to the first (23) and having an equal plurality
of passage apertures (24');
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said passage apertures (23', 24') being shaped
such that the two plates (23, 24) can be arranged
in a first mutual position in which the respective ap-
ertures (23', 24') mate, or can be displaced one from
the other into a second mutual position in which the
apertures of one are closed by the solid surface of
the other;
means (26) for moving the movable plate (24) rela-
tive to the fixed plate (23) to open and close the ap-
ertures (23', 24') in relation to the position of the
loading carriage (10).

7. A device as claimed in claim 1, characterised in
that to the front of said loading compartment (11)
the loading carriage (10) comprises a second load-
ing compartment (31, 37) having a longitudinal di-
mension less than that of the first and arranged to
contain material for filling the upper layer of the
mould cavity (6).

8. A method for loading the mould cavity using the de-
vice of claims 1, 3, 4, 5, 6 and 7, characterised by
comprising the following steps:

loading said container (20) and said compart-
ment (37), whilst the loading compartment (11)
is kept empty,
advancing the loading carriage (10) till to the
material discharge position, while the lower die
(5) is maintained coplanar with the carriage
slide surface,
opening the flat plate means (23, 24) so releas-
ing part of the material contained in the contain-
er (20) into the loading compartment (11), while
the loading carriage (10) is in the loading posi-
tion,
then lowering the die (5) for receiving the ma-
terial contained in the loading compartment
(11),
then, during the return travel of the loading car-
riage (10), releasing the material contained in
the front compartment (31) into the mould cav-
ity (6) and scraping it to completely fill the mould
cavity (6).

Patentansprüche

1. Vorrichtung zum Füllen des Pressformhohlraumes
bei der Fliesenherstellung mit einem pulverförmi-
gen oder körnigen Werkstoff, die folgendes auf-
weist:

Einen Ladeschlitten (10), der mindestens ein
Ladeabteil (11) mit Grundrissmaßen aufweist,
die denjenigen des Pressformhohlraumes (6)
entsprechen, und der mit einer Hin- und Herbe-
wegung zwischen einer eingefahrenen Stel-

lung, in der das Ladeabteil (11) den Werkstoff
aufnimmt, und einer vorgerückten Stellung an-
getrieben wird, in der das Ladeabteil (11) den
Werkstoff in den darunterliegenden Pressform-
hohlraum (6) freigibt;
mindestens einen Zwischenbehälter (20), der
über dem Ladeabteil (11) liegt und Grundriss-
maße aufweist, die denjenigen des Ladeabteils
(11) entsprechen, wobei ein Innenraum durch
eine erste Folge vertikaler Leitplatten (22) un-
terteilt ist, die eine Mehrzahl gebildeter, vonein-
ander getrennter Bereiche festlegen;
Einrichtungen (30',30",21) zum Befördern von
für die Bereiche bestimmten, unterschiedlichen
Werkstoffen in die gebildeten Bereiche;
Einrichtungen (23,24) zum Schließen und Öff-
nen des Werkstoffdurchgangs durch den Zwi-
schenbehälter (20) ;
eine zweite Folge innerhalb des Ladeabteils
(11) des Schlittens positionierter, vertikaler
Leitplatten (12), um eine Mehrzahl voneinander
getrennter, gebildeter Bereiche festzulegen;

wobei der Zwischenbehälter (20) einen inneren La-
deraum aufweist, der mit durch die Fördereinrich-
tungen (30',30'',21) in denselben geladenem Werk-
stoff gefüllt ist,
dadurch gekennzeichnet, dass der Rauminhalt
des inneren Laderaumes des Zwischenbehälters
(20) größer als der Rauminhalt des Ladeabteils (11)
ist,
die untere Basis des inneren Laderaumes des Zwi-
schenbehälters (20) an dem oberen Teil des Lade-
abteils (11) haftet, und von diesem durch die plat-
tenförmigen Einrichtungen (23,24) getrennt wird,
das Ladeabteil (11) mit Werkstoff gefüllt ist, der
durch den inneren Laderaum des Zwischenbehäl-
ters (20) in denselben geladen wird;
die zweite Folge vertikaler Leitplatten (12) im
Grundriss eine Form bildet, die der durch die ersten
vertikalen Leitplatten (22) gebildeten entspricht, um
gebildete Bereiche festzulegen, die den Teilen der
Form entsprechen, die zwecks ästhetischer Wir-
kung der Fliese reproduziert werden müssen,
die Einrichtungen (23,24) zum Schließen und Öff-
nen des Werkstoffdurchgangs durch den Zwischen-
behälter (20) eine fixierte und perforierte, flache
Platte (23) mit einer Mehrzahl von Öffnungen (23')
umfassen, wobei die Platte (23) die Basis des Zwi-
schenbehälters (20) verschließt, und diesen von
dem oberen Teil des Ladeabteils (11) trennt.

2. Vorrichtung nach Anspruch 1,
dadurch gekennzeichnet, dass
sich der Zwischenbehälter (20) in einer im Verhält-
nis zu dem Abteil (11) des Ladeschlittens (10) fixier-
ten Stellung befindet.
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3. Vorrichtung nach Anspruch 1,
dadurch gekennzeichnet, dass
der Zwischenbehälter (20) starr mit dem Ladeabteil
(11) des Ladeschlittens (10) verbunden ist.

4. Vorrichtung nach Anspruch 3,
dadurch gekennzeichnet, dass
sie bewegbare Einrichtungen zum Verschließen der
unteren Öffnung der Einrichtung (21) zum Zuführen
von Pulvermaterial zu dem mindestens einen Zwi-
schenbehälter (20) aufweist.

5. Vorrichtung nach Anspruch 4,
dadurch gekennzeichnet, dass
es sich bei den bewegbaren Einrichtungen zum
Verschließen der unteren Öffnung der Einrichtung
(21) um eine von mindestens einer pneumatischen
Zylinder-Kolben-Einheit (390) betätigte Klappe
handelt.

6. Vorrichtung nach Anspruch 1,
dadurch gekennzeichnet, dass
die Einrichtungen zum Schließen und Öffnen eine
erste, dünne, perforierte, flache Platte (23) umfas-
sen, welche die Basis des Zwischenbehälters (20)
verschließt und eine Mehrzahl von Werkstoffdurch-
gangsöffnungen (23') aufweist, die innerhalb des-
selben in Übereinstimmung mit der Grundrissver-
teilung der durch die Platten (22) gebildeten, fest-
gelegten Bereiche verteilt sind, und eine an die er-
ste (23) Platte angrenzende, und bewegbare, zwei-
te, dünne, perforierte, flache Platte (24) mit einer
gleichen Mehrzahl von Durchgangsöffnungen (24')
aufweist;
die Durchgangsöffnungen (23' ,24') so gebildet
sind, dass die zwei Platten (23,24) in einer ersten,
gegenseitigen Stellung angeordnet werden kön-
nen, in der die jeweiligen Öffnungen (23',24') zu-
sammenpassen, oder voneinander in eine zweite,
gegenseitige Stellung verlagert werden können, in
der die Öffnungen der einen Platte durch die mas-
sive Oberfläche der anderen verschlossen werden;
eine Einrichtung (26) zum Bewegen der bewegba-
ren Platte (24) im Verhältnis zu der fixierten Platte
(23), zum Öffnen und Schließen der Öffnungen
(23' ,24') im Verhältnis zu der Stellung des Lade-
schlittens (10) vorhanden ist.

7. Vorrichtung nach Anspruch 1,
dadurch gekennzeichnet, dass
die Front des Ladeabteils (11) des Ladeschlittens
(10) ein zweites Ladeabteil (31,37) mit einer Längs-
abmessung aufweist, die kleiner ist als diejenige
der ersten, und angeordnet ist, um Werkstoff zum
Füllen der oberen Lage des Pressformhohlraumes
(6) zu enthalten.

8. Verfahren zum Laden des Pressformhohlraumes

unter Verwendung der Vorrichtung der Ansprüche
1, 3, 4, 5, 6 und 7,
dadurch gekennzeichnet, dass es die folgenden
Schritte aufweist:

Laden des Behälters (20) und des Abteils (37),
während das Ladeabteil (11) leer bleibt,
Vorrücken des Ladeschlittens (10) bis zur
Werkstoffentladestellung, während die untere
Matrize (5) mit der Schlittengleitfläche koplanar
gehalten wird,
Öffnen der plattenförmigen Einrichtungen
(23,24), so dass ein Teil des in dem Behälter
(20) enthaltenen Werkstoffes in das Ladeabteil
(11) freigegeben wird, während sich der Lade-
schlitten (10) in der Ladestellung befindet;
danach Absenken der Matrize (5), um den in
dem Ladeabteil (11) enthaltenen Werkstoff auf-
zunehmen, nachfolgend während der Rück-
kehrbewegung des Ladeschlittens (10), Frei-
gabe des in dem vorderen Abteil (31) enthalte-
nen Werkstoffes in den Pressformhohlraum (6),
und Ausschaben desselben, um den Press-
formhohlraum (6) vollständig zu füllen.

Revendications

1. Un appareil specifiquement conçu pour procéder à
l'alimentation de matériaux en poudre ou en grains
de céramique à l'intérieur de la cavité du moule
comprenant :

un chariot de chargement (10) qui possède au
moins un compartiment de chargement (11)
ayant des dimensions planes égales à celles
de la cavité du moule et étant actionné par un
mouvement de va et vient entre une position de
retrait au cours de laquelle le compartiment de
chargement (11) reçoit le matériau et une posi-
tion avancée au cours de laquelle le comparti-
ment de chargement (11) déverse le matériau
à l'intérieur de la cavité du moule (6) située en
dessous de celui-ci ;
au moins un conteneur intermédiaire (20) qui
vient se superposer au compartiment (11) et
ayant des dimensions planes égales à celles
du compartiment de chargement (11) ainsi
qu'un espace interne divisé par une première
série de déflecteurs verticaux (22) destinée à
définir un certain nombre de régions mises en
formes et séparées les unes des autres,
des moyens (30', 30", 21) destinés à l'achemi-
nent à l'intérieur des régions mises en formes
des matériaux spécifiques auxdites régions ;
des moyens (23, 24) destinés à la fermeture et
à l'ouverture du passage du matériau à travers
le conteneur intermédiaire (20) ;
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une deuxième série de déflecteurs verticaux
(12) située à l'intérieur du compartiment du
chariot de chargement (11) destinée à définir
un certain nombre de régions mises en formes
et séparées les unes des autres,
le conteneur intermédiaire (20) qui possède un
espace de chargement interne qui se trouve
rempli à l'aide du matériau chargé à l'intérieur
de ce dernier par le biais des moyens d'ache-
minement (30', 30", 21)
caractérisé par le fait que :
la capacité dudit espace de chargement interne
du conteneur intermédiaire (20) est supérieure
à la capacité du compartiment de chargement
(11),
la base inférieure dudit espace de chargement
interne du conteneur intermédiaire (20) adhère
au sommet du compartiment de chargement
(11) et se trouve séparée de ce dernier au
moyen des plaques plates (23, 24),
le compartiment de chargement (11) est rempli
à l'aide du matériau chargé à l'intérieur de ce
dernier par le biais dudit espace de chargement
interne du conteneur intermédiaire (20) ;
la deuxième série de déflecteurs verticaux (12)
forme, dans une vue en plan, une figure exac-
tement égale à celle formée par la première sé-
rie de déflecteurs verticaux (22) destinée à dé-
finir des régions mises en formes égales aux
parties de la figure qui doivent être reproduites
comme étant l'effet esthétique de la tuile, les-
dits moyens (23, 24) destinés à la fermeture et
à l'ouverture du passage du matériau à travers
le conteneur intermédiaire (20) comprend une
plaque plate (23) fixe et perforée disposant d'un
certain nombre d'ouvertures (23'), ladite plaque
(23) fermant la base du conteneur intermédiai-
re (20) et séparant ce dernier du sommet du
compartiment de chargement (11).

2. Un appareil tel qu'il est décrit dans le paragraphe 1
et caractérisé par le fait que ledit
conteneur intermédiaire (20) se trouve dans une
position fixe par rapport audit compartiment (11) du
chariot de chargement (10).

3. Un appareil tel qu'il est décrit dans le paragraphe 1
et caractérisé par le fait que ledit
conteneur intermédiaire (20) se trouve fixé audit
compartiment (11) du chariot de chargement (10).

4. Un appareil tel qu'il est décrit dans le paragraphe 3
et caractérisé par le fait qu'il comprend des
moyens mobiles destinés à la fermeture de l'em-
bouchure inférieure des moyens (21) destinés à
l'alimentation du matériau en poudre d'au moins un
conteneur intermédiaire (20).

5. Un appareil tel qu'il est décrit dans le paragraphe 4
et caractérisé par le fait que lesdits moyens mo-
biles destinés à la fermeture de l'embouchure infé-
rieure des moyens (21) représentent un volet d'ob-
turation manoeuvré par au moins un bloc cylindre
piston pneumatique (390).

6. Un appareil tel qu'il est décrit dans le paragraphe 1
et caractérisé par le fait que lesdits moyens des-
tinés à la fermeture et à l'ouverture comprennent
une plaque plate fine et perforée (23) qui ferme la
base du conteneur intermédiaire (20) et possède un
certain nombre d'ouvertures de passage du maté-
riau (23') distribué à l'intérieur de celles-ci confor-
mément à la distribution plane des régions mises
en forme définies par les déflecteurs verticaux (22)
ainsi qu'une deuxième plaque plate fine et perforée
mobile (24) se trouvant adjacente à la première (23)
et ayant un même nombre d'ouvertures de passage
(24) ;
lesdites ouvertures de passage (23', 24') ayant été
mises en forme de manière à ce que les deux pla-
ques (23, 24) puissent être arrangées dans une pre-
mière position commune dans laquelle les ouvertu-
res respectives (23', 24') s'accouplent ou puissent
être séparées l'une de l'autre dans une deuxième
position commune dans laquelle les ouvertures de
l'une se trouvent obturées par la surface pleine de
l'autre ;
des moyens (26) destinés à mouvoir la plaque mo-
bile (24) par rapport à la plaque fixe (23) afin d'ouvrir
et de fermer les ouvertures (23', 24') en fonction de
la position du chariot de chargement (10).

7. Un appareil tel qu'il est décrit dans le paragraphe 1
et caractérisé par le fait que devant le comparti-
ment de chargement (11), le chariot de chargement
(10) comprend un deuxième compartiment de char-
gement (31, 37) ayant une dimension longitudinale
inférieure à celle du premier et disposé de manière
à contenir le matériau destiné au remplissage de la
couche supérieure de la cavité du moule (6).

8. Une méthode spécifiquement conçue pour procé-
der au chargement de la cavité du moule ayant re-
cours à l'appareil décrit dans les paragraphes 1, 3,
4, 5, 6 et 7 qui se caractérise par les étapes
suivantes :

le chargement dudit conteneur (20) et dudit
compartiment (37) tandis que le compartiment
de chargement (11) est maintenu vide,
l'avancement du chariot de chargement (10)
jusqu'à la position de déversement du maté-
riau, tandis que la matrice inférieure (5) est
maintenue en coplanarité avec la surface de
glissement du chariot,
l'ouverture des plaques plates (23, 24) afin de
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relâcher une partie du matériau contenu dans
le conteneur (20) à l'intérieur du compartiment
de chargement (11) , tandis que le chariot de
chargement (10) se trouve en position de char-
gement,
puis l'abaissement de la matrice (5) destinée à
recevoir le matériau contenu dans le comparti-
ment de chargement (11),
puis, au cours du trajet retour du chariot de
chargement (10), le relâchement du matériau
contenu dans le compartiment avant (31) à l'in-
térieur de la cavité du moule (6) et au raclement
de ce dernier afin de complètement remplir la
cavité du moule (6).
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