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Description

[0001] The presentinvention relates to the field of the
machines for manufacturing agglomerated cork stop-
pers, and more particularly it relates to a mould for man-
ufacturing agglomerated cork stoppers as per the pre-
amble of claim 1. A method for forming agglomerated
cork stoppers using such a mould as per the preamble
of claim 11 is also an object of the invention. Such a
mould and method is disclosed by document US 2 830
326.

[0002] As known, agglomerated cork stoppers are
manufactured according to different methods, depending
on the quality of the raw material available. In high quality
productions the stoppers are manufactured in a single
piece from a compact cork matrix directly coming from a
tree bark, while in lower quality products use is made of
agglomerated cork granules obtained from the process-
ing waste of high quality stoppers, or from batches that
do not possess the required quality for one-piece stop-
pers; the granules are bonded by a non-toxic glue matrix.
[0003] Various methods are known for manufacturing
agglomerated stoppers. One of these methods provides
for the introduction of doses of agglomerated granules
mixed with binding agents into moulds comprising mould-
ing bushes. The agglomerate with binding agent is then
pressed and subsequently transferred into an oven for
the time required for solidification. After suitable cooling,
the stopper is removed from the moulding bush by ap-
plying pressure using an extraction rod-like body. The
preparation of the correct amount of granules to be in-
troduced into the corresponding mould is carried out
through dosing machines. Most commonly, the system
for forming the stoppers provides for drive means made
up of chains to which a sequence of moulds is connected.
Such drive means carry the moulds according to a cycle
comprising a passage in front of the dosing machine,
through an oven and then in an extraction area.

[0004] The moulds for manufacturing agglomerated
cork stoppers are made up of a framework with two elon-
gated plates and a series of moulding bushes aligned
between such plates. Holes are formed in the plates, one
for each bush. The bushes are fixed to a common trans-
lation actuator which brings about a linear movement of
the bushes from a position wherein the same are ar-
ranged in a manner corresponding to the holes to allow
for the introduction of the doses of cork granules, to a
displaced wherein the bushes are closed by the inner
faces of the plates, in view of the forming step.

[0005] Such moulds e.g. the one disclosed in US
2830326 are generally bulky and poorly adapt to the pos-
sibility of varying the size of the moulding bushes. For
example, in order to vary the gauge of the bushes, the
entire mould needs be dismounted, hence making the
operation scarcely practical. Even as far as the variation
of the length of the bushes is concerned, the use of the
mould is not flexible, given that only two pre-set sizes are
provided for, in the construction stage of the mould. Such
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presetting is due to the fact that the mould comprises an
intermediate plate arranged between an elongated plate
of the framework, and the bush. Such intermediate plate
is perforated in an identical manner with the holes of the
elongated plate. The bush abuts against such interme-
diate plate. Depending on the activation of a given com-
mand, the bush may move from an open position to a
closed position on said intermediate plate, while, alter-
natively, it may move integrally with such intermediate
plate which, in correspondence withits hole, shall provide
for an "extension" of the bush itself. The bush with the
intermediate plate shall be closed by the elongated plate.
[0006] Another problem with the moulds of the known
type is related to the fact that part of the cork granulate
remains outside the bush, in correspondence with the
thickness of the elongated plates. Such excess granulate
dirties the mould and also represents a loss of material.
[0007] Another more general problem is related with
the fact that, in order to reduce production costs, moulds
are manufactured with a large number of cavities, thus
being poorly flexible when it comes to obtaining batches
with a reduced number of agglomerated cork stoppers.
[0008] The main object of the present invention is that
of overcoming the drawbacks of the moulds of the above
mentioned known type, and in particular of providing a
mould for agglomerated cork stoppers which can be par-
ticularly flexible in use.

[0009] Anotherobjectofthe presentinvention is to pro-
vide a mould for agglomerated cork stoppers which can
be mounted and remounted easily.

[0010] Anotherobjectof the presentinvention s to pro-
vide a mould for agglomerated cork stoppers that works
in a reliable manner.

[0011] A further object of the present invention is to
obtain a mould for agglomerated cork stoppers in which
the size of the stoppers obtainable is easily adjustable.
[0012] A still further object of the present invention is
to provide a system for forming cork stoppers that is flex-
ible in use and capable of reducing waste of material with
respect to the prior art.

[0013] These and other objects, that will be made
clearer hereinafter, are achieved with the mould for man-
ufacturing agglomerated cork stoppers according to the
invention, the features of which are defined by claim 1
[0014] Such configuration ofthe mould allows for better
and quicker management of the operations for replacing
the moulding bushes in order to vary their capacity, be-
cause the bushes are no longer sequentially linked with
each other.

[0015] Advantageously, in a preferred embodiment,
such mould has a single moulding bush, in such a manner
to be able to fully control the dimensions of the production
batch. Furthermore, the lower weight of each "single-cav-
ity" mould makes the task of the operators easier when
the mould is installed. The simplified structure of a mould
having a single moulding cavity results in a more reliable
operation and makes the size adjustments much simpler.
[0016] The invention also provides for a method for
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manufacturing agglomerated cork stoppers having the
features as in attached claim 11.

[0017] The features and advantages of the mould and
of the manufacturing method according to the present
invention will be apparent from the following description
of an embodiment thereof, provided for exemplifying and
non-limiting purposes, with reference to the attached
drawings, wherein:

- figure 1 represents a front view of a mould according
to the invention;

- figure 2 represents a sectional side view of the mould
of figure 1 showing the moulding bush in an open
position;

- figure 3represents a sectional side view of the mould
of figure 1 showing the moulding bush in a closed
position;

- figure 4 shows a front view of a bush length adjuster
of the mould of the previous figures;

- figure 5represents a sectional side view of the mould
of the previous figures with the length adjuster of
figure 4 arranged therein;

- figure 6represents a schematic frontview of a portion
of an apparatus for forming agglomerated cork stop-
pers;

- figure 7 represents a schematic side view of a detail
of the apparatus of figure 6 wherein the bush of the
forming mould is in the open position for loading the
granules;

- figure 8 represents a detail of figure 7 wherein the
bush of the forming mould is shown in closed posi-
tion;

- figure 9 represents a sectional side view of a mould
according to a variant embodiment of the present
invention;

- figure 10 is a front view of a removable contoured
small plate, used in the mould of figure 9.

[0018] With reference to the above figures, a mould for
manufacturing agglomerated cork stoppers according to
the invention is indicated in its entirety at number 10.
[0019] Such mould 10 comprises two opposite plates
11, substantially symmetric, separated by four spacer
elements 12, such as bars fixed to the plates 11 in prox-
imity to the edges of the latter through screws 13.
[0020] On the inner faces 11 a of such opposite plates
11, guide means 14 are arranged for making a moulding
bush 15 slide between an open position (see figures 1
and 2) for introducing cork granules and removing the
formed stopper, and a closed position (see figure 3). The
bases of the bush 15 are in contact with the inner faces
11a.

[0021] Such guide means 14 comprise, for each inner
face 11 a, a track 16 made up of two parallel rails 16a
defined at the side edges of the plates, spaced from each
other by a length substantially equivalent to the outer
diameter of the bush 15. Such rails are for example made
up of a substantially U-shaped foil and welded on the

10

15

20

25

30

35

40

45

50

55

inner faces 11a. The track 16 defines the displacement
direction (indicated at L in figure 1) of the bush 15.
[0022] The upper part of the track 16 ends with two
sections of the rails 16 converging with respect to each
other to define upper stop abutments 17 for the bush 15.
As noticeable in figures 1 and 2, when the bush 15 is in
abutment against such upper stop abutments 17, it is in
the opening position for introducing cork granules or for
removing the stopper once it is formed. In such an open
position, the bush is coaxial with two corresponding op-
posite circular apertures 18 formed through respective
plates 11. The maximum inner diameter of the bushes
15 useable in the mould is smaller than the diameter of
the circular apertures 18. Therefore, the bases of the
bush 15, that are formed by circular rings, radially project
inwards with respect to the apertures 18 thus defining an
abutment for the nozzles of the dosing containers, as
better explained hereafter.

[0023] The end of the track 16 opposite to the upper
stop abutments 17 is open downwards in correspond-
ence with the closed position of the bush (see figure 3).
In such closed position, removable stop means 19, when
present, define the positioning abutment of the bush 15
in closure; on the contrary, when removed, the stop
means 19 permit the extraction or insertion of the bush
from/to the plates. The removable stop means 19 com-
prise for example, for each plate 11, a seat 20, defined
on the inner face 11a, for accommodating a stop insert
22 transversely projecting with respect to the sliding di-
rection of the bush in the track 16. Associated to the stop
insert 22 are reversible locking means 23 for locking the
same insert in the seat 20. In particular, in this embodi-
ment, the seat 20 is made up of a circular through hole
inserted into which is a pin with the head protruding in
the track 16 and the opposite end locked by an elastic
ring which forms the reversible locking means 23.
[0024] Reference will be made now in particular to fig-
ures 4 and 5. In order to reduce the length of the moulding
bush, for example to have a smaller stopper, use is made
of a length adjusting element 24, practically made up of
a sheet having a thickness equivalent to the difference
between the maximum bush length available between
the plates 11 (in the example of the description, the dis-
tance between the plates) and the length of the bush to
be used for forming the stopper. In particular, such sheet
is inserted into one of the two tracks 16 and locked at an
end using the stop insert (in a longer version with respect
to the case when element 24 is not present) associated
to that track. The sheet has a circular through hole 25,
substantially having the same size as the apertures 18
formed in the plates 11. When the sheet 24 is arranged
in position, such through hole 15 is coaxial with respect
to the apertures 18. As clearly observable, the end of the
sheet 24 opposite to the locking end is counter-shaped
to the upper stop abutments 17 of the track 16.

[0025] Respective stirrups 26 are arranged on the out-
er faces 11 b of the plates 11 for allowing the connection
of the mould 10 to drive means for driving the mould
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throughout the forming apparatus, such means being de-
scribed hereafter.

[0026] A system for forming cork stoppers using a plu-
rality of such moulds 10 can be seen in figure 6 and it is
indicated at S in its entirety. Such system provides for
means 30 for driving the moulds 10 throughout various
work stations, among which a dosing station D which
comprises, facing each other, two devices 31 for dosing
granules inside the bushes 15 of the moulds 10. The
devices 31 are of a type known as such.

[0027] The drive means 30 comprise two chains 30a
(denoted with a dash-dot line) mounted parallel on re-
spective motorized pulleys 33 (only one of them is shown
in figure 6) and corresponding idler means (not shown)
which allows the chains to move on two parallel vertical
planes. In particular, each stirrup 26 of a mould 10 is
reversibly fixed to a respective chain. The moulds 10 are
fixed to the chains (for example through bolts screwed
onto counter-supports provided for on the same chains)
in such a manner that the track 16 takes on a vertical
arrangement.

[0028] In figure 6 there is shown a lower branch 30a’
of the chain which carries the moulds 10 returning from
the stopper extraction zone, to a couple of granule dosing
devices 31. From the lower branch 30a’ the moulds are
rotated by 180° on the pulley, thus positioning them on
an upper branch 30a" of the chain which carries them to
the dosing station.

[0029] Each granule dosing device 31 comprises a
hopper 33 for introducing granules, drawers 34, deline-
ated by a dashed line in figure 7, wherein the doses are
prepared, and nozzles 35 for introducing the doses of
granules into the bushes 15 of the moulds 10. The path
of the granules is marked in figure 7 by a dashed line G.
[0030] In this example, each granule dosing device 31
comprises two dosing drawers 34 with corresponding
nozzles 35 which simultaneously feed two respective
moulds. The two dosing devices 31 facing each other
work simultaneously and each prepare a half of the dose.
[0031] Means 27 for centering the mould 10 with re-
spect to granule dosing devices for dosing the granules
in the bush, are associated to the same mould. Such
means are required due to the fact that the center-to-
center distance between the moulds along the chain may
vary over time (for example due to wear and occurrence
of clearances on the chain and in the mechanisms asso-
ciated thereto, and due to the stretching of the same
chain) and it is therefore necessary to ensure a correct
positioning of the mould on the dosing station in case of
a displacement induced by the chain which might not be
sufficiently precise.

[0032] In particular, in this embodiment such centering
means 27 comprise two opposite centering references
28 defined on the lateral edges of the plates 11, such as
two concave lateral recesses of the plates which are
adapted to be coupled with respective centering pins 35a
of respective nozzles 35.

[0033] Figure 7 shows a dosing station wherein a
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mould 10 is represented during the step of introducing a
dose of granules with the bush at the open position to
allow for the loading. The nozzles 35 which are perform-
ing the loading step, are moved towards the bush by
means of horizontal translation actuators 36, such as cyl-
inders. It should be observed how the nozzles end up in
abutment against respective bases of the bush that
project with respect to the diameter of the respective cir-
cular apertures 18 formed in the opposite plates 11. In
practice, the nozzles 35 have dimensions in the range
between the diameter of the circular apertures 18 and
the inner diameter of the bush 15.

[0034] The bush 15is displaced vertically through dis-
placement means. In particular, when the bush is in the
open position, itis supported at the lower partby a vertical
displacement actuator 37, such as a cylinder, and abuts
against the upper stop abutment 17. At the upper part of
the bush, in contact therewith, there is a second vertical
displacement actuator 38. When the bush is filled with
granules, the second vertical displacement actuator 38,
the upper one, is activated with a consequent pressure
exerted on the bush 15 (see figure 8). The latter lowers,
abutting against the vertical displacement actuator 36,
which, retracting, still continues to support the bush. Up-
on reaching the closed position, the bush 15 is in abut-
ment against the lower stop means 19. At this point, the
nozzles 35 are moved backwards, freeing the mould, and
the chain drive means transport the granule-filled moulds
outside the dosing station, driving the subsequent
moulds to be filled into the same station.

[0035] The described mould, which advantageously
has only one moulding bush, can be made up of two
opposite plates between which parallel guide means are
arranged for guiding two bushes which may displace par-
allel with respect to each other but on distinct displace-
ment lines. Such a solution slightly limits the flexibility in
the control of the production batch, but not the charac-
teristic of easy maintenance and adjustment of the ca-
pacity of the mould. Analogously, the mould may also
comprise three bushes that are displaced on parallel
lines.

[0036] Itis clear thatthe described invention attains its
prefixed objects. As a matter of fact, having obtained a
mould wherein the bushes can be displaced parallel to
each other, allows for avoiding the use of those interme-
diate elements between one bush and the other, which
are required in the prior art moulds and imply long oper-
ations during the maintenance and capacity adjustment
steps.

[0037] Besides, having obtained a forming system
wherein the moulds are single-cavity moulds, permits to
achieve greater management flexibility of the production
batch and easier general assembly of the components.
[0038] Furthermore, the interaction of the nozzles of
the dosing devices with the loading apertures of the
mould according to the invention permits to avoid wasting
granules during the loading step, and at the same time
the cleanliness of the components is improved.
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[0039] Moreover, the particular structure of the mould
allows for a wider adjustmentrange of the capacity of the
moulding bushes with respect to the moulds of the prior
art, in that a length adjusting element 24 of the moulding
bush can be selected having the desired thickness, and
replaced anytime at will.

[0040] Thanks to the particular configuration of the
guide means of the moulding bush both the bush and the
length adjusting element can be removed in an easy and
quick manner.

[0041] Specifically with reference to the dismounting
problems, the variant embodiment illustrated in figure 9
and figure 10 is capable of attaining a further important
advantage. According to such variant, the guide tracks
116, and i.e. practically the foils which, welded to the
innerfaces 111aofthe plates 111, define the tracks them-
selves, have a slightly greater thickness (increased for
example to about 3 mm), in such a manner to allow the
insertion, still between the plates 111, of small auxiliary
plates 124 contoured identically to the above mentioned
length adjuster of the bush (shown in figure 4).

[0042] Mounting of such contoured auxiliary plates 124
is carried out in a manner analogous to the length ad-
juster, by inserting the same auxiliary plates into respec-
tive tracks 116, and locking by means of the upper stop
means 117 and the stop inserts 122, suitably increased
in length. The auxiliary small plates 124 in turn have
through holes 125 corresponding to the apertures 118
formed in the main plates 111, having a diameter greater
with respect to the inner diameter of the bush 115, hence
the latter is held tight by the abutment of the two small
plates 124 on both sides.

[0043] Given thatthe elements at contact with the cork
are - in this case - only the bush 115 and the auxiliary
small plates 124, and considering that the Teflon® dep-
osition treatment (or similar anti-stick treatments on the
metal material) is limited to such parts only, when it
comes to remedying the wear of said treatment, it is suf-
ficient to slip the bush and the small plates off, after re-
moval of the inserts 122, hence not requiring dismounting
the entire mould from the chain.

[0044] In this way, the operations of maintenance and
restoration of the Teflon® layer are significantly simpli-
fied, hence considerably reducing machine downtimes
required periodically to this purpose.

[0045] The presentinvention has been here described
with reference to preferred embodiments. It is clear how-
ever that the invention is not limited to these embodi-
ments, which may undergo variants and/or modifications
without for this reason departing from the scope of the
invention, as defined by the appended claims.

Claims
1. A mould for manufacturing agglomerated cork stop-

pers, comprising at least one moulding bush (15)
arranged between two opposite plates (11) separat-
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ed by spacer elements (12) fixed to the plates (11),
and displaceable along a displacement direction (L)
between an open position for introducing cork gran-
ules or removing the formed stopper, and a closed
position, a single moulding bush (15) being arranged
along said displacementdirection (L), said mould be-
ing characterised in that guide means (14) are ar-
ranged on an inner face (11a) of at least one of said
plates (11), for permitting the sliding of said single
moulding bush (15) from said open position to said
closed position, said guide means (14) comprising
removable stop means (19) adapted to define an
abutment for the bush at said closed position, and,
when removed, to allow for the extraction/insertion
of the bush (15) from the plates (11).

The mould according to claim 1, characterised in
that said guide means (14) comprises a track (16)
open at the end corresponding to said closed posi-
tion of the bush.

The mould according to claim 1 or 2, characterised
in that said stop means (19) comprises a seat (20),
formed in the inner face (11 a) of a corresponding
plate (11), for accommodating a stop insert (22)
transversely projecting with respect to the sliding di-
rection of the bush (15), reversible locking means
(23) being associated to said stop insert (22) for lock-
ing the same in said seat (20).

The mould according to claim 2 or 3, characterised
in that said track (16) comprises two parallel rails
(16a) defined at the lateral edges of the plates (11),
spaced from each other by a distance substantially
equivalent to the outer diameter of the bush (15),
said rails being connected to the upper part of the
track (16) to define upper stop abutments (17) for
the bush (15).

The mould according to any of the previous claims,
characterised in that it comprises a removable
length adjusting element (24) for changing the length
of said at least one removable bush (15), adapted
to be arranged against the inner face (11a) of one
of said plates (11), a base of said bush abutting
againstsaid length adjusting element (24), which has
a through hole (25) having a size substantially equiv-
alent to apertures (18) formed in said plates (11),
said through hole (25) being adapted to become co-
axial with said apertures (18) when coupled to the
corresponding plate (11).

The mould according to claim 5, characterised in
that said length adjusting element (24) is made up
of a sheet having a thickness equivalent to the dif-
ference between the maximum bush length available
between said plates (11) and the length of the bush
intended to be used for forming the stopper, said
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sheet being adapted to be inserted into one of said
tracks (16) and locked at an end with a corresponding
stop insert (22).

The mould according to any one of claims 1 to 4,
characterised in that it comprises contoured aux-
iliary plates (124) adapted to be removably inserted
into said guide means for providing an abutment to
respective ends of said bush, said contoured plates
(124) comprising through holes (125) which corre-
spond to apertures (118) formed in said plates (111),
and having a diameter greater than the inner diam-
eter of said bush (115).

The mould according to claim 7, characterised in
that said plates (124) are locked at an end by a cor-
responding stop insert (122).

The mould according to claim 7 or 8, wherein said
guide tracks (116) have an increased width in such
a manner to allow the insertion of said plates.

The mould according to any of the previous claims,
characterised in that a single moulding bush (15)
is comprised between said plates (11).

A method for manufacturing agglomerated cork
stoppers with a plurality of moulds (10) with cork
moulding bushes (15), said moulds being driven
through work stations (D) which comprise at least
one dosing device (31) for dosing cork granules into
the bushes (15) of the moulds (10), the bushes (15)
being displaced along a displacement direction (L)
from a bush opening position, for the loading of the
granules and the removal of the formed stopper, and
a bush closure position, a single moulding bush (15)
being arranged along said displacement direction
(L), characterised in that said single moulding bush
(15) slides along guide means (14) arranged on an
inner face (11 a) of at least one of said plates (11),
from said open position to said closed position, the
bush at said closed position abutting on stop means
(19) of said guide means (14), said stop means (19)
being removed to allow for the extraction/insertion
of the bush (15) from the plates (11).

The method for manufacturing cork stoppers accord-
ing to claim 11, characterised in that the bushes
(15) of said moulds (10) are displaced vertically.

The method for manufacturing cork stoppers accord-
ingtoclaim 11 or 12, characterised in that aloading
nozzle (35) of said at least one dosing device (31)
directly corresponds with the inside of said moulding
bush (15) of the mould (10) during the granule load-
ing step.

The method for manufacturing cork stoppers accord-
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15.

16.

ing to claim 13, characterised in that said nozzle
(35) abuts against the base of said bush (15).

The method for manufacturing cork stoppers accord-
ing to any of the claims 14 from 12 to 17, character-
ised in that each mould (10) is centered with respect
to said at least one granule dosing device (31).

The method for manufacturing cork stoppers accord-
ing to claim 15, characterised in that two opposed
centering references (28) of centering means (27)
defined on the lateral edges of said plates (11), cou-
ple with respective centering pins (35a) of respective
nozzles (35).

Patentanspriiche

1.

Form zum Herstellen von agglomerierten Korkstop-
pern, enthaltend mindestens eine Formhiilse (15),
die zwischen zwei einander gegeniberliegenden
Platten (11) angeordnet ist, die durch Abstandsele-
mente (12) getrennten sind, die an den Platten (11)
befestigt sind, und die langs einer Verstellrichtung
(L) zwischen einer offenen Position zum Einfillen
von Korkkérnchen oder Entnehmen des geformten
Stoppers und einer geschlossenen Position verstell-
bar ist, wobei eine einzelne Formhiilse (15) langs
der Verstellrichtung (L) angebracht ist, welche Form
dadurch gekennzeichnet ist, dass Fiihrungsein-
richtungen (14) an einer Innenseite (11a) von min-
destens einer der Platten (11) angeordnet sind, um
das Gleiten der einzelnen Formhiilse (15) von der
offenen Position in die geschlossene Position zu ge-
statten, wobei die Fihrungseinrichtungen (14) ent-
fernbare Stoppeinrichtungen (19) enthalten, die aus-
gelegt sind, um eine Anlage fir die Hilse an der
geschlossenen Position zu definieren, und, wenn sie
entfernt sind, das Herausnehmen/Einsetzen der
Hulse (15) bezuglich den Platten (11) zu gestatten.

Form nach Anspruch 1, dadurch gekennzeichnet,
dass die Fuihrungseinrichtungen (14) eine Spur (16)
enthalten, die am Ende entsprechend der geschlos-
senen Position der Hulse offen ist.

Form nach Anspruch 1 oder 2, dadurch gekenn-
zeichnet, dass die Stoppeinrichtungen (19) einen
Sitz (20) enthalten, der in der Innenseite (11a) einer
entsprechenden Platte (11) ausgebildet ist, um ei-
nen Stoppeinsatz (22) aufzunehmen, der in Bezug
auf die Verschieberichtung der Hiilse (15) quer vor-
steht, wobei reversible Verriegelungseinrichtungen
(23) mit dem Stoppeinsatz (22) verbunden sind, um
diesen in dem Sitz (20) zu verriegeln.

Form nach Anspruch 2 oder 3, dadurch gekenn-
zeichnet, dass die Spur (16) zwei parallele, an den
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seitlichen Randern der Platten (11) definierte Schie-
nen (16a) enthalt, die voneinander durch einen Ab-
stand beabstandet sind, der im Wesentlichen gleich
dem aufReren Durchmesser der Hlse (15) ist, wobei
die Schienen mit dem oberen Teil der Spur (16) ver-
bunden sind, um obere Stoppanlagen (17) fur die
Hulse (15) zu definieren.

Form nach einem der vorherigen Anspriiche, da-
durch gekennzeichnet, dass sie ein entfernbares
Langeneinstellelement (24) zum Andern die Lénge
der mindestens einen entfernbaren Hilse (15) ent-
halt, ausgelegt, um gegen die Innenseite (11a) von
einerder Platten (11) angeordnet zu sein, wobei eine
Basis der Hiilse gegen das Langeneinstellelement
(24) anliegt, welches ein Durchgangsloch (25) hat,
das eine Grof3e hat, die im Wesentlichen gleich mit
Offnungen (18) ist, die in den Platten (11) ausgebil-
det sind, wobei das Durchgangsloch (25) ausgelegt
ist, um mit den Offnungen (18) koaxial zu werden,
wenn es mit der entsprechenden Platte (11) gekop-
pelt ist.

Form nach Anspruch 5, dadurch gekennzeichnet,
dass das Langeneinstellelement (24) aus einem
Blech besteht, das eine Dicke hat, die gleich der Dif-
ferenz zwischen der maximalen Hilsenlénge, die
zwischen den Platten (11) verfiigbar ist, und der Lan-
ge der Hulse ist, die zum Formen des Stoppers be-
absichtigt ist, wobei das Blech ausgelegt ist, um in
eine der Spuren (16) eingesetzt und an einem Ende
mit einem entsprechende Stoppeisatz (22) verriegelt
zu werden.

Form nach einem der Anspriiche 1 bis 4, dadurch
gekennzeichnet, dass sie konturierte Hilfsplatten
(124) enthalt, die ausgelegt sind, um entfernbar in
die Fuhrungseinrichtungen eingesetzt zu werden,
um eine Anlage fiir jeweilige Enden der Hilse bereit
zu stellen, wobei die konturierten Platten (124)
Durchgangsldcher (125) enthalten, die den Offnun-
gen (118) entsprechen, die in den Platten (111) aus-
gebildet sind, und einen Durchmesser haben, der
gréRer als der innere Durchmesser der Hlse (115)
ist.

Form nach Anspruch 7, dadurch gekennzeichnet,
dass die Platten (124) an einem Ende durch einen
entsprechenden Stoppeinsatz (122) verriegelt sind.

Form nach Anspruch 7 oder 8, wobei die Flihrungs-
spuren (116) eine erhdhte Weite in einer solchen
Weise haben, um das Einsetzen der Platten zu ge-
statten.

Form nach einem der vorherigen Anspriiche, da-
durch gekennzeichnet, dass eine einzelne Form-
hilse (15) zwischen den Platten (11) enthalten ist.
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16.

Verfahren zum Herstellen von agglomerierten Kork-
stoppern mit einer Mehrzahl von Formen (10) mit
Kork-Formhiilsen (15), wobei die Formen durch Ar-
beitsstationen (D) betrieben werden, die mindestens
eine Dosiervorrichtung (31) enthalten, um Korkk&rn-
chenin die Hilsen (15) der Formen (10) zu dosieren,
wobei die Hilsen (15) langs einer Verstellrichtung
(L) von einer Hilsendéffnungsposition fiir das Laden
der Koérnchen und das Entfernen des geformten
Stoppers, und einer Hilsenschlielposition verstellt
werden, wobei eine einzelne Formhilse (15) langs
der Verstellrichtung (L) angeordnet ist, dadurch ge-
kennzeichnet, dass die einzelne Formhiilse (15)
langs Fuhrungseinrichtungen (14), die an einer In-
nenseite (11a) von mindestens einer der Platten (11)
angeordnet ist, von der offenen Position in die ge-
schlossene Position gleitet, wobei die Hiilse an der
geschlossenen Position an Stoppeinrichtungen (19)
der Fihrungseinrichtungen (14) anliegt, wobei die
Stoppeinrichtungen (19) entfernt werden, um das
Entnehmen/Einsetzen der Hilse (15) beziiglich den
Platten (11) zu gestatten.

Verfahren zum Herstellen von agglomerierten Kork-
stoppern nach Anspruch 11, dadurch gekenn-
zeichnet, dass die Hulsen (15) der Formen (10) ver-
tikal verstellt werden.

Verfahren zum Herstellen von agglomerierten Kork-
stoppern nach Anspruch 11 oder 12, dadurch ge-
kennzeichnet, dass eine Ladediise (35) der min-
destens einen Dosiervorrichtung (31) wahrend dem
Kérnchenladeschritt direkt mit der Innenseite der
Formhiilse (15) der Form (10) korrespondiert.

Verfahren zum Herstellen von agglomerierten Kork-
stoppern nach Anspruch 13, dadurch gekenn-
zeichnet, dass die Diise (35) gegen die Basis der
Hulse (15) anliegt.

Verfahren zum Herstellen von agglomerierten Kork-
stoppern nach einem der Anspriiche 12 bis 14, da-
durch gekennzeichnet, dass jede Form (10) in Be-
zug auf die mindestens eine Kérnchendosiervorrich-
tung (31) zentriert ist.

Verfahren zum Herstellen von agglomerierten Kork-
stoppern nach Anspruch 15, dadurch gekenn-
zeichnet, dass zwei einander gegeniberliegende
Zentrierreferenzen (28) der zentrierenden Zentrier-
einrichtungen (27), die an den seitlichen Réndern
der Platten (11) definiert sind, mit jeweiligen Zen-
trierstiften (35a) von jeweiligen Diisen (35) kopplen.

Revendications

1.

Un moule pour la fabrication de bouchons en liege
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aggloméreé, comportant au moins un manchon de
moulage (15) disposé entre deux plaques opposées
(11) séparées par des éléments d’entretoise (12)
fixés aux plaques (11), et déplagable le long d’'une
direction de déplacement (L) entre une position
d’ouverture pour introduire des granulés de liége ou
extraire le bouchon formé, et une position d’obtura-
tion, un manchon de moulage unique (15) étant dis-
posé le long de ladite direction de déplacement (L),
ledit moule étant caractérisé en ce que des moyens
de guidage (14) sont agencés sur une face interne
(11a) d’au moins l'une des dites plaques (11), pour
permettre le glissement du dit manchon de moulage
unique(15) de ladite position d’ouverture a ladite po-
sition d’obturation, lesdits moyens de guidage (14)
comprenant des moyens d’arrét (19) démontables
adaptés pour définir une butée pour le manchon lors-
qu’il est dans ladite position d’obturation, et, aprés
avoir été enlevés, permettre I'enlevement du man-
chon (15) d’entre les plaques (11) et son insertion
entre ces plaques.

Le moule selon la revendication 1, caractérisé en
ce que lesdits moyens de guidage (14) comportent
une piste (16) ouverte a I'extrémité correspondant a
la position d’obturation du manchon.

Le moule selon I'une des revendications 1 et 2, ca-
ractérisé en ce que lesdits moyens d’arrét (19) dé-
montables comportent un siege (20), formé dans la
face interne (11a) d’'une plaque correspondante
(11), pour adapter un insert d’arrét (22) s’étendant
transversalement par rapport a la direction de glis-
sement du manchon (15), des moyens de blocage
réversibles (23) étant associés au dit insert d’arrét
(22) pour bloquer celui-ci dans ledit siege (20).

Le moule selon I'une des revendications 2 et 3, ca-
ractérisé en ce que ladite piste (16) comprend deux
rails paralleles (16a) définis sur les bords latéraux
des plaques (11), espacés 'un de I'autre d’une dis-
tance sensiblement équivalente au diamétre exté-
rieur du manchon (15), lesdits rails étant reliés a la
partie supérieure de la piste (16) pour définir des
butées d’arrét supérieures (17) pour le manchon
(15).

Le moule selonl'une quelconque des revendications
précédentes, caractérisé en ce qu’il comporte un
élément démontable (24) d’ajustement de longueur
pour modifier la longueur du dit au moins un man-
chon amovible (15), adapté pour étre agencé contre
la face interne (11a) d’une des dites plaques (11),
une base du dit manchon butant contre ledit élément
d’ajustement de longueur (24) qui présente un orifice
traversant (25) ayant une dimension sensiblement
équivalente a des ouvertures (18) pratiquées dans
lesdites plaques (11), ledit orifice traversant (25)
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10.

1.

étant adapté pour devenir coaxial avec lesdites
ouvertures (18) lorsque I'élément d’ajustement de
longueur est couplé ala plaque correspondante (11).

Le moule selon la revendication 5, caractérisé en
ce que ledit élément d’ajustement de longueur (24)
est constitué d’'une feuille ayant une épaisseur équi-
valente a la différence entre la longueur maximale
du manchon disponible entre lesdites plaques (11)
et la longueur du manchon prévu pour étre utilisé
pour réaliser le bouchon, ladite feuille étant adaptée
pour étre insérée dans une des dites pistes (16) et
bloquée a une extrémité avec un insert d’arrét cor-
respondant (22).

Le moule selon 'une quelconque des revendications
1 a4, caractérisé en ce qu’il comporte des plaques
auxiliaires laminées (124) adaptées pour étre insé-
rées de fagcon démontable dans lesdits moyens de
guidage pour réaliser une butée pour les extrémités
respectives du dit manchon, lesdites plaques lami-
nées (124) comprenant des orifices traversants
(125) qui correspondent a des ouvertures (118) for-
mées dans lesdites plaques (111), et ayant un dia-
meétre plus grand que le diamétre intérieur du dit
manchon (115).

Le moule selon la revendication 7, caractérisé en
ce que lesdites plaques (124) sont bloquées a une
extréemité par un insert d’arrét correspondant (122).

Le moule selon 'une des revendications 7 et 8, ou
lesdites pistes de guidage (116) ont une plus grande
largeur de fagon qu’elles permettent I'insertion des
dites plaques.

Le moule selon 'une quelconque des revendications
précédentes, caractérisé en ce qu’un manchon de
moulage unique (15) est compris entre lesdites pla-
ques (11).

Un procédé pour fabriquer des bouchons en liege
agglomére avec une pluralité de moules (10) munis
de manchons de moulage de liege (15), lesdits mou-
les étant commandés via des postes de travail (D)
qui comportent au moins un dispositif de dosage (31)
pour doser des granulés de liege dans les manchons
(15) des moules (10), les manchons (15) étant dé-
placées le long d’une direction de déplacement (L)
entre une position d’ouverture de manchon, pour le
chargement des granulés et I'extraction du bouchon
formé, et une position d’obturation de manchon, un
manchon de moulage unique (15) étant agencé le
long de ladite direction de déplacement (L), carac-
térisé en ce que ledit manchon de moulage unique
(15) glisse le long de moyens de guidage (14) agen-
cés sur une face interne (11a) d’au moins 'une des
dites plaques (11), de ladite position d’ouverture a
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ladite position d’obturation, le manchon butant sur
des moyens d’arrét (19) des dits moyens de guidage
(14) lorsqu’il estdans sa position d’obturation, lesdits
moyens d’arrét étant enlevés pour permettre I'enle-
vement du manchon (15) d’entre les plaques (11) et
son insertion entre ces plaques.

Le procédé pour fabriquer des bouchons en liege
selon la revendication 11, caractérisé en ce que
les manchons (15) des dits moules (10) sont dépla-
cés verticalement.

Le procédé pour fabriquer des bouchons en liege
selon 'une des revendications 11 et 12, caractérisé
en ce qu’une buse d’injection (35) d’au moins un
dispositif de dosage (31) est en liaison directe avec
l'intérieur du dit manchon de moulage (15) du moule
(10) pendant I'étape de chargement des granulés.

Le procédé pour fabriquer des bouchons en liege
selon la revendication 13, caractérisé en ce que
ladite buse (35) vient buter contre la base du ditman-
chon (15).

Le procédé pour fabriquer des bouchons en liege
selon I'une des revendications 12 a 14, caractérisé
en ce que chaque moule (10) est centré par rapport
au dit au moins un dispositif de dosage (31).

Le procédé pour fabriquer des bouchons en liege
selon la revendication 15, caractérisé en ce que
deux références de centrage opposées (28) de
moyens de centrage (27) définis sur les bords laté-
raux des dites plaques (11), sont couplées a des
ergots de centrage respectifs (35a) des buses res-
pectives (35).
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