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Description

[0001] The invention concerns a forming machine
particularly suited to automatically form the soles and
insoles used in manufacturing footwear.
[0002] Such a machine is known from documents FR.
A. 2 364 003 and US.A. 1655126, both of them repre-
sent the preamble of claim 1.
[0003] It is known that footwear includes, in addition
to the top part commonly called "upper", an underside,
illustrated in fig. 1, which basically consists of the insole
A, the actual sole B and the heel C.
[0004] Experts in the footwear sector know that to
form the sole B giving it a permanent shape, being
curved along its length and with the curve being steeper
the higher the heel C, mechanical presses are common-
ly used fitted with a mobile die and a stationary punch.
[0005] These presses have a hydraulic or pneumatic
circuit that can transmit to the mobile die an adequate
pressure against a sole inserted previously between the
mobile die and its corresponding stationary punch.
[0006] The particular shape of the matching die and
punch surfaces will also form the sole in a crossway di-
rection, giving it a slight central cavity to follow the con-
tours of an actual foot.
[0007] The aforementioned insole A is often glued
over the sole B and, as can be best seen in the blow-up
diagram in fig.2, basically includes the flat upper section
A1, the intermediary metal arch A2 and the backing A3,
in card fibre, over the heel area.
[0008] The insole A, after its separate parts have been
joined together, is formed in a similar fashion to the
method used above for the sole B.
[0009] The curve, since the insole is much thinner
than the sole, is kept in place mainly by the existence of
a metal arch A2 located along the section that connects
the front and back sections.
[0010] When this curve is very steep, to suit high heel
shoes, the initial distance between the die and the punch
has to be sufficient to allow the operator to easily insert
each basically flat insole, before operating the active
forming operation of the insole by the press.
[0011] There is thus the technical problem of inserting
the insole between the open die and punch, in a precise,
stable manner, even when the insole is left free so that
it can be worked on with the press in safe conditions.
[0012] Known forming machines use a vertical press
fitted with a mobile, upper die and a stationary, lower
punch.
[0013] Still today the insole is inserted between die
and punch by the machine operator who takes one in-
sole at a time from a storage container of unformed in-
soles and places it horizontally on the stationary punch
before operating the closure of the mobile die.
[0014] A first inconvenience can easily be noted in the
precision of the insole's positioning, that greatly influ-
ences the accuracy of the forming, and this precision
depends on the expertise of the operator, although it can

never be the same for all the insoles.
[0015] Another inconvenience is in the stability of the
insole resting on the punch, after the operator releases
it and before the pressing action made by the die, a sta-
bility that at times yields during the die closure action.
[0016] Another inconvenience is that the aforesaid
manual operations are complicated and lengthy, where
the operator even has to extract the formed insole be-
fore inserting a new unformed insole.
[0017] On top of all this, these operations have to be
carried out under safety standards prescribed by legis-
lation, which require the implementation of safety
means that increase production costs.
[0018] The most recent forming machines, that we
may define as being semiautomatic with reference to the
operation of positioning the insole between die and
punch, include a horizontal conveyor belt which re-
ceives unformed insoles at regular intervals, still being
basically flat, this belt moves forward "in steps" between
the die and punch when they are both in their open po-
sition, while the press actuating the die is operated with
regular strokes to make it close over the insole and the
conveyor belt.
[0019] This belt thereby also acts as ejector means of
the insoles from the forming zone.
[0020] However not even these machines eliminate
the inconvenience of poor precision in positioning each
insole under the die.
[0021] What's more these machines have the incon-
venience of rapidly wearing out the conveyor belt that
incurs the repeated pressing action of the die, an action
that should instead be solely designated to the insoles.
[0022] Forming machines with vertical presses and
horizontal feed belts have the added disadvantage of
taking up a lot of space, particularly in a lateral direction,
since their storage container for unformed insoles and
the collection container for formed insoles have to be
positioned sideways and on opposite sides of the press.
[0023] This invention intends to overcome the above
inconveniences and disadvantages.
[0024] In particular, one of the scopes of this invention
is to produce a forming machine that allows to automat-
ically position the insoles between die and punch, with
great precision and always in the same place.
[0025] Another scope is that the forming machine in-
vention allows to completely eliminate manual interven-
tions by the operator, both in positioning the insoles and
in extracting them.
[0026] Another scope of the invention is to produce a
very compact forming machine.
[0027] Yet another scope of the invention is to make
all the operations related to forming insoles much faster,
with the aim of lowering work costs.
[0028] The aforesaid scopes and others that shall be
better illustrated below are achieved with the production
of a forming machine for forming footwear soles and in-
soles which, in accordance with the contents of the first
claim, includes a base which supports:
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- at least one storage container for said unformed in-
soles;

- handling means to retrieve said insoles from said
storage container and position them between form-
ing means;

- said forming means, including a die and a punch
facing each other;

- pressing means suited to reciprocally force said die
and said punch against each other, along a thrust
axis, to produce the forming of said insoles;

- ejector means of the formed insole from the work
zone of said die and punch;

that is characterised in that at least one of said die and
punch is linked to a rocking bolster plate pivoted to said
pressing means, suited to set said die or punch at an
angle to said thrust axis, allowing the progressive clo-
sure of said die and punch during the rotation of said
plate around said pivot, and the release of said insole
by said handling means.
[0029] An advantage of the invention is that the rock-
ing bolster plate is located on the mobile part of the
pressing means and holds the die belonging to the same
means.
[0030] According to a variant in execution the rocking
bolster plate is located on both the mobile part of the
pressing means to hold the die, and on the stationary
part to hold the punch.
[0031] Other particular embodiments of the invention
are setant in claims 2-12.
[0032] Additional characteristics and details of the in-
vention shall be better illustrated in the description of a
particular execution of the invention and of the aforesaid
variant, given as a guideline but not a limitation and il-
lustrated in the attached diagrams, where:

- fig. 1 shows the usual construction of the lower part
of a shoe;

- fig. 2 shows a common construction of the insole ;
- fig. 3 is a side view of the forming machine inven-

tion;
- fig. 4 is the corresponding plan of the same ma-

chine;
- fig. 5 illustrates a detailed plan of the working part

of the machine;
- fig. 6 is a side view of the same working part;
- fig. 7 shows a representation of the initial position-

ing of the insole between the die and punch;
- fig. 8 is a side view of the same operation in fig. 7;
- fig. 9 shows another plan of the operation that fol-

lows fig.'s 7 and 8;
- fig. 10 shows, again as a plan, the operation that

follows fig. 9;
- fig. 11 illustrates a variant in execution of the inven-

tion.

[0033] The forming machine invention is illustrated as
a whole in the two diagrams in fig.'s 3 and 4, where it is

generally indicated by 1.
[0034] It includes the base 2 which supports the stor-
age container 3 containing the unformed insoles, the
handling means (that shall be indicated later) to retrieve
the insoles from the storage container and position them
between the forming means 4, and the pressing means
5 suited to operate the same forming means 4.
[0035] To be more precise, the forming means 4 in-
clude the die 6 and the punch 7 set facing each other at
a suitable distance to receive, when in their open posi-
tion, the unformed insole from the handling means.
[0036] The pressing means 5 is suited to reciprocally
force the die 6 and punch 7 against each other along a
basically horizontal thrust axis X-X, to produce the form-
ing of the actual insole.
[0037] In the example of production in fig.'s 5 and 6
the pressing means 5 has a stationary part 8 holding the
punch 7, linked mechanically to the ends of four identical
cylindrical slides, indicated by 9, being parallel to the
thrust axis X-X and set at the top of a rectangle, and a
mobile part 10 that holds the die 6, slide coupled to the
same slides 9.
[0038] To be more precise, the mobile part 10 of the
pressing means 5 includes the main bed 11 sliding on
the cylindrical slides 9 under the action of the thrust
means 12 and pivoting, by the pin 13, the rocking bolster
plate 14 that holds the die 6.
[0039] The pin 13 creates an axis of rotation for the
rocking bolster plate 14, that is basically square to the
thrust axis X-X and in this way allows the die 6 to be set
at an angle to the thrust axis X-X.
[0040] This inclined position is suited to allow a pro-
gressive closure of the die 6 on the punch 7, against the
insole 15 between the two during the rotation of the rock-
ing bolster plate 14 around the pin 13.
[0041] For this purpose the rocking bolster plate 14 is
made to flex elastically against the main bed 11 by the
use of elastic means 16 inserted between the two plates
11 and 14.
[0042] In the production in fig.'s 5 and 6 these elastic
means include a slides rod 17 that has one end 171 piv-
oted to the rocking bolster plate 14 and its opposite end
172 slide coupled in a through hole 111 made in the main
bed 11, and pivoted on its attachment 112.
[0043] The rod 17 works with the spring 18 fitted out-
side the actual rod, which has one end against the main
bed 11 and the other end against the rocking bolster
plate 14 in order to keep the die 6 at an angle to the
thrust axis X-X, in its idle position with the die open as
illustrated in the above figures.
[0044] The unformed insole 15 is placed in the posi-
tion indicated in the same figures by the insole handling
means, generally indicated by 19 in fig. 6, including a
pincer 20, having movements suited to grip the insoles
received one by one in series from the insole feed sec-
tions 21 of the storage container 3, and to transfer them
with precision in the forming zone between die 6 and
punch 7.
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[0045] The positions of the insole storage container 3
and its feed sections 21 can be practically located above
the forming zone of the machine, so that the pincer 20
can work vertically with alternating movements, gripping
the insole 15 by its toe 151, as shown in the enlarged
detail to the side of fig. 5.
[0046] The forming machine invention includes ejec-
tor means of the insole, generally indicated by 22, after
it has been formed.
[0047] These means have a band element 23, whose
central section 230 runs between the insole 15 and the
punch 7, linked to runners, for instance free wheels all
indicated by 24, and to tensioners generally indicated
by 25, suited to make it flex elastically and shift alter-
nately to eject the insole when the die is opened.
[0048] Said tensioners include a take-up element,
consisting for example of a pneumatic cylinder 26 con-
nected to one end of the band element 23, and an elastic
element consisting of a spring 27 connected to the other
end of the same band element.
[0049] The operations performed in forming each in-
sole are illustrated in the series of figures 7 to 10.
[0050] In particular fig. 7 illustrates a representation
of the relative position of the insole 15, with its toe 151
already gripped by the pincer 20, and die 6 and punch
7, before the actual pincer's downward movement, in
the direction of arrow Y, to place the insole 15 between
the open die 6 and punch 7.
[0051] Figure 8 illustrates how the pincer 20, on posi-
tioning the insole, turns partially in the direction of arrow
Z, to place the insole 15 against the punch 7 over the
heel 152 of the insole.
[0052] At the same time the rocking bolster plate 14,
under the action of the thrust means that makes it travel
in the direction of arrow W, presses the die 6 against the
insole 15 beginning, because of the angle between the
actual plate and the thrust axis X-X, from the heel sec-
tion 152, as shown in fig. 9.
[0053] The initial bearing on the die 6 locks the insole
in the precise position required for forming, thereby en-
abling the pincer 20 to release the insole 15 by now be-
ing firmly locked in position and to rapidly rise before the
thrust means complete the closing operation of the die
6 on the punch 7.
[0054] Said closing operation is therefore performed
with a rotary movement of the rocking bolster plate 14
around its pivot, created by the pin 13, this movement
being contrasted by the elastic means and described
above during the closing operation of the die, and that
are suited to return the rocking bolster plate to its initial
inclined position during the subsequent opening of the
die.
[0055] Completion of the die closing operation is
shown in fig. 10 where the pincer 20, drawn with a dotted
line, is open, given its position over the forming zone
and is ready to retrieve a new insole from the overhead
storage container to restart the work cycle.
[0056] Meanwhile the die begins its opening opera-

tion, the sequence being fully comprehensible.
[0057] It is moreover worth noting the functions of the
aforementioned insole ejector means.
[0058] In particular, returning to fig. 6, it is important
to note that the elastic flexing of the central section 230
of the band element 23 favours separation of the insole
15 from the punch 7 when the die 6 begins to open, even
though there is still a possibility that the insole 15 sticks
to the band element, instead of dropping into the collec-
tion container for the formed insoles placed under the
forming zone.
[0059] The existence of the aforesaid ejector means
25 enables this inconvenience to be avoided. In partic-
ular, the series of actions performed by the piston 26
makes the band element 23 alternately shift sharply
over its runner means 24, so that a downward motion is
transmitted to any insole 15, that may be sticking to the
band element 230, that ejects the insole downwards,
making it detach on contact with an underlying stopper
device, not illustrated in the figures.
[0060] The forming machine invention 1 can have the
rocking bolster plate 14 described above linked to the
die 6, as mentioned and illustrated above, or linked to
the punch 7, with its operation being identical.
[0061] A further variant of execution is illustrated in
fig. 11 where it can be seen that the machine has a pair
of rocking bolster plates 60 and 70 facing each other
and both at an angle to the thrust axis X-X.
[0062] The first rocking bolster plate 60 holds the die
6, while the second rocking bolster plate 70 holds the
punch 7.
[0063] The double, symmetrical angle to the thrust ax-
is X-X makes it easier to insert the insole 15 between
die 6 and punch 7 by the pincer 20, especially when the
insoles 15 have to be formed with a very steep central
curve.
[0064] What's more the symmetrical rotary closing of
the die 6 and punch 7 against the insole 15, starting from
the heel 152, will avoid the possibility of the insole being
stretched slightly along its length during forming in the
machine executions that implement a single rocking bol-
ster plate.
[0065] From the above explanations it can be under-
stood that the forming machine invention achieves all
the pre-set scopes.
[0066] In the execution, the form and number of work-
ing parts may vary with respect to the machine descrip-
tion, illustrated in the attached diagrams. In particular
the insole handling means, as well as the thrust means
that operate the machine's pressing means, could be
pneumatic, mechanical or any another kind.
[0067] It is nevertheless understood that any variants
differing from the execution examples described and il-
lustrated herein shall be considered protected by this
invention.
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Claims

1. Forming machine (1) for forming soles and insoles
for footwear including a base (2) which supports:

- at least one storage container (3) for said un-
formed insoles;

- handling means (19) to retrieve said insoles
(15) from said storage container (3) and posi-
tion them between the forming means (4);

- forming means (4) including a die (6) and a
punch (7) facing each other;

- pressing means (5) suited to reciprocally force
said die (6) and said punch (7) against each
other along a thrust axis (X-X), to produce the
forming of said insoles;

- ejector means of the formed in sole from the
work zone of said die and punch;

characterised in that at least one of said die (6)
and punch (7) is linked to a rocking bolster plate (14)
pivoted to said pressing means (5), suited to set
said die (6) or punch (7) at an angle to said thrust
axis (X-X) allowing the progressive closure of said
die and punch during the rotation of said plate (14)
around said pivot and the release of said insole by
said handling means (19).

2. Machine (1) according to claim 1) characterised in
that said pressing means (5) includes at least one
main bed (11) mechanically connected to thrust
means (12) that holds said rocking bolster plate
(14), said rocking bolster plate being pivoted to the
former by a pin (13) creating a basically square axis
of rotation to said thrust axis (X-X).

3. Machine (1) according to claim 2) characterised in
that said rocking bolster plate (14) is made to flex
elastically against said main bed (11) by elastic
means (16) inserted between said plates (11; 14).

4. Machine (1) according to claim 2) or 3) character-
ised in that said elastic means (16) include a slide
rod (17) with one end (171) connected to said rock-
ing bolster plate (14) and the opposite end (172)
slidingly coupled in a through hole (111) made in
said main bed (11) cooperating with a coaxial spring
(18) fitted to the outside of said rod (17) and having
one end against said rocking bolster plate (14) and
the opposite end against said main bed (11).

5. Machine (1) according to claim 1) characterised in
that said handling means (19) include at least one
mobile pincer (20) suited to grip said insoles (15)
one by one in series and to set them between said
die (6) and said punch (7).

6. Machine (1) according to claim 1) characterised in

that said thrust means (12) is made up of a fluid
actuator.

7. Machine (1) according to claim 1) characterised in
that said thrust means (12) is made up of a pneu-
matic actuator.

8. Machine (1) according to claim 1) characterised in
that said thrust means (12) is made up of a mechan-
ical actuator.

9. Machine (1) according to claim 1) characterised in
that said ejector means (23; 24; 25) of said insole
from said die (6) and said punch (7) consists of a
band element (23; 230) placed between said insole
and said die or punch linked to runner means (24)
and to tensioner means (25) suited to make it flex
elastically and alternately shift to eject said insole
(15) when said die is opened.

10. Machine (1) according to claim 1) characterised in
that said tensioner means (25) include take-up el-
ements (26; 27) connected to the ends of said band
element.

11. Machine (1) according to claim 10 characterised
in that said take-up elements (26; 27) include at
least one spring (27).

12. Machine (1) according to claim 10 characterised
in that said take-up elements (26; 27) include at
least one pneumatic element (26).

Patentansprüche

1. Formmaschine (1) zum Formen von Sohlen und
Brandsohlen für Schuhe, eine Basis (2) umfassend,
welche Folgendes enthält:

- wenigstens einen Sammelbehälter (3) für die
ungeformten Brandsohlen;

- Greifvorrichtung (19) zur Entnahme der Brand-
sohlen (15) aus dem Sammelbehälter (3) und
zu ihrer Positionierung zwischen den Elemen-
ten der Formvorrichtung (4);

- Formvorrichtung (4) einschließlich eines Form-
werkzeugs (6) und eines Stanzstempels (7),
die einander entgegengesetzt sind;

- Pressevorrichtung (5) zur wechselseitigen For-
cierung des Formwerkzeugs (6) und des Stanz-
stempels (7) gegeneinander an einer Druck-
achse (X-X) entlang zur Bewirkung der Brand-
sohlenformung;

- Auswurfvorrichtung für die geformte Brandsoh-
le aus dem Arbeitsbereich des Formwerkzeugs
und des Stanzstempels;
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dadurch gekennzeichnet, dass wenigstens einer
von Formwerkzeug (6) und Stanzstempel (7), mit
einer schaukelnden, zur Pressvorrichtung (5)
schwingenden Formwerkzeug-Halterplatte (14)
verbunden ist, die geeignet ist, das Formwerkzeug
(6) oder den Stanzstempel (7) in einen Winkel zur
Druckachse (X-X) zu bringen, wodurch die progres-
sive Schließung von Formwerkzeug und Stanz-
stempel während der Drehung der Platte (14) um
das Drehlager ermöglicht wird sowie die Freigabe
der Brandsohle durch die Greifvorrichtung (19).

2. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Pressvorrichtung (5)
wenigstens ein Hauptbett (11) umschließt, welches
mechanisch an einer Schubvorrichtung (12) befe-
stigt ist, die die schaukelnde Formwerkzeug-Halter-
platte (14) hält, wobei diese schaukelnde Form-
werkzeug-Halterplatte drehbar an der Ersteren be-
festigt ist durch einen Zapfen (13), der eine im We-
sentlichen rechtwinklige Drehachse für die Druck-
achse (X-X) bildet.

3. Maschine (1) gemäß Patentanspruch 2), dadurch
gekennzeichnet, dass die schaukelnde Form-
werkzeug-Halterplatte (14) so beschaffen ist, dass
sie sich mittels elastischer, zwischen den Platten
(11, 14) eingefügter Mittel (16) elastisch gegen das
Hauptbett (11) biegt.

4. Maschine (1) gemäß Patentanspruch 2) oder 3),
dadurch gekennzeichnet, dass die elastischen
Mittel (16) eine Gleitstange (17) umfassen, die an
einem Ende (171) mit der schaukelnden Formwerk-
zeug-Halterplatte (14) verbunden und am entge-
gengesetzten Ende (172) gleitend in eine durchge-
hende Bohrung (111) in dem Hauptbett (11) einge-
passt ist, welche mit einer koaxialen Feder (18) zu-
sammenwirkt, die auf das Äußere der Stange (17)
aufgesetzt ist und an einem Ende gegen die schau-
kelnde Formwerkzeug-Halterplatte (14) wirkt sowie
am anderen Ende gegen das Hauptbett (11).

5. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Greifvorrichtung (19)
wenigstens eine bewegliche Zange (20) umfasst,
welche die Brandsohlen (15) einzeln nacheinander
greift und zwischen Formwerkzeug (6) und Stanz-
stempel (7) positioniert.

6. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Schubvorrichtung (12)
aus einem Fluid-Stellantrieb besteht.

7. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Schubvorrichtung (12)
aus einem pneumatischen Stellantrieb besteht.

8. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Schubvorrichtung (12)
aus einem mechanischen Stellantrieb besteht.

9. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Auswurfvorrichtung
(23, 24, 25) der Brandsohlen aus dem Formwerk-
zeug (6) und Stanzstempel (7) aus einem Bandele-
ment (23, 230) besteht, das sich zwischen der
Brandsohle und dem Formwerkzeug oder Stanz-
stempel befindet und mit einer Laufvorrichtung (24)
sowie einer Spannvorrichtung (25) verbunden ist,
die es elastisch biegen lassen und alternierend ver-
schieben zum Auswurf der Brandsohle (15), wenn
das Formwerkzeug geöffnet wird.

10. Maschine (1) gemäß Patentanspruch 1), dadurch
gekennzeichnet, dass die Spannvorrichtung (25)
Aufwickelelemente (26, 27) umfasst, die mit den
Enden des Bandelements verbunden sind.

11. Maschine (1) gemäß Patentanspruch 10), dadurch
gekennzeichnet, dass die Aufwickelelemente (26,
27) wenigstens eine Feder (27) umfassen.

12. Maschine (1) gemäß Patentanspruch 10), dadurch
gekennzeichnet, dass die Aufwickelelemente (26,
27) wenigstens ein pneumatisches Element (26)
umfassen.

Revendications

1. Machine de moulage (1) pour le moulage de semel-
les et semelles intérieures de chaussures compre-
nant une base (2) qui soutient:

- au moins un conteneur de stockage (3) pour
lesdites semelles intérieures non-moulées;

- des moyens de préhension (19) pour récupérer
lesdites semelles intérieures (15) dudit conte-
neur de stockage (3) et les positionner parmi
les moyens de moulage (4);

- des moyens de moulage (4) comprenant un
moule (6) et un poinçon (7) l'un en face de
l'autre;

- des moyens de pression (5) indiqués pour for-
cer réciproquement ledit moule (6) et ledit poin-
çon (7) l'un contre l'autre le long d'un axe de
poussée (X-X) afin de produire le moulage des-
dites semelles intérieures;

- des moyens d'éjection de la semelle intérieure
moulée de la zone de travail desdits moule et
poinçon;

caractérisée en ce qu'au moins un desdits moule
(6) et poinçon (7) est relié à un plateau porte-mou-
les oscillant (14) monté sur pivot auxdits moyens de
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pression (5), indiqué pour positionner ledit moule
(6) ou poinçon (7) en angle par rapport audit axe de
poussée (X-X) garantissant la fermeture progressi-
ve desdits moule et poinçon durant la rotation dudit
plateau (14) autour dudit pivot et le relâchement de
ladite semelle intérieure grâce auxdits moyens de
préhension (19).

2. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens de pression (5) compren-
nent au moins une base principale (11) reliée mé-
caniquement à des moyens de poussée (12) qui re-
tiennent ledit plateau porte-moules oscillant (14),
ledit plateau porte-moules oscillant étant relié aux
précédents au moyen d'un pivot (13) réalisant un
axe de rotation fondamentalement orthogonal par
rapport audit axe de poussée (X-X).

3. Machine (1) selon la revendication 2) caractérisée
en ce que ledit plateau porte-moules oscillant (14)
est fait pour fléchir élastiquement contre ladite base
principale (11) à travers des moyens élastiques (16)
insérés parmi lesdits plateaux (11; 14).

4. Machine (1) selon la revendication 2) ou 3) carac-
térisée en ce que lesdits moyens élastiques (16)
comprennent une barre de coulissement (17) avec
une extrémité (171) reliée audit plateau porte-mou-
les oscillant (14) et l'extrémité opposée (172) reliée
d'une manière coulissante dans un trou passant
(111) réalisé dans ladite base principale (11) intera-
gissant avec un ressort coaxial (18) couplé à la par-
tie extérieure de ladite barre (17) et ayant une ex-
trémité contre ledit plateau porte-moules oscillant
(14) et l'extrémité opposée contre ladite base prin-
cipale (11).

5. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens de préhension (19) com-
prennent au moins une pince mobile (20) indiquée
pour saisir lesdites semelles intérieures (15) une
par une en série et pour les positionner entre ledit
moule (6) et ledit poinçon (7).

6. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens de poussée (12) se com-
posent d'un actuateur fluide.

7. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens de poussée (12) se com-
posent d'un actuateur pneumatique.

8. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens de poussée (12) se com-
posent d'un actuateur mécanique.

9. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens d'éjection (23; 24; 25) de

ladite semelle intérieure dudit moule (6) et dudit
poinçon (7) consistent en un élément à bande (23;
230) positionné entre ladite semelle intérieure et le-
dit moule ou poinçon relié à des moyens à coulis-
seau (24) et à des moyens de tension (25) indiqués
pour le faire fléchir d'une manière élastique et alter-
nativement déplacer pour éjecter ladite semelle in-
térieure (15) quand ledit moule est ouvert.

10. Machine (1) selon la revendication 1) caractérisée
en ce que lesdits moyens de tension (25) compren-
nent des éléments d'enroulement (26 ; 27) reliés
aux extrémités dudit élément à bande.

11. Machine (1) selon la revendication 10) caractéri-
sée en ce que lesdits éléments d'enroulement (26 ;
27) comprennent au moins un ressort (27).

12. Machine (1) selon la revendication 10) caractéri-
sée en ce que lesdits éléments d'enroulement (26 ;
27) comprennent au moins un élément pneumati-
que (26).
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