EP 2 420 368 A1

(1 9) Européisches

Patentamt

European
Patent Office
Office européen

des brevets

(11) EP 2 420 368 A1

(12) EUROPEAN PATENT APPLICATION

(43) Date of publication:
22.02.2012 Bulletin 2012/08

(21) Application number: 11176821.4

(22) Date of filing: 08.08.2011

(51) IntCl.:
B28B 5/04 (2006.9%) B28B 13/06 (2006.01)

(84) Designated Contracting States:
AL AT BEBG CH CY CZDE DK EE ES FI FR GB
GRHRHUIEISITLILTLULV MC MK MT NL NO
PL PT RO RS SE SI SK SM TR
Designated Extension States:
BA ME

(30) Priority: 19.08.2010 NL 2005247

(71) Applicant: BeheermaatschappijDe BoerNijmegen
B.V.
6604 LL Wijchen (NL)

(72) Inventor: Kosman, Wilhelmus Jacobus Maria
6562 DA Groesbeek (NL)

(74) Representative: Haan, Raimond
Arnold & Siedsma
Sweelinckplein 1
2517 GK Den Haag (NL)

(54) Device for manufacturing green bricks from clay, and method for application thereof

(57)  The present invention relates to a device (1) for
manufacturing green bricks from clay for the brick man-
ufacturing industry, comprising: at least one mould con-
tainer part (2) in which at least one mould container (4)
is arranged for forming a green brick (6) from clay therein,
a substantially beam-like mould container part guide
member (8) in which the mould container part (2) can be
received for displacement in lengthwise direction of the
mould container part guide member (8) between a filling
position and a turning position, wherein at least a part of
the mould container part guide member can be revolved

about a longitudinal axis (10) thereof between the turning
position and a release position, so that the mould con-
tainer part (2) which can be received in the revolvable
part can thereby be revolved between the turning posi-
tion, in which the mould container part (2) with its at least
one mould container (4) is directed substantially upward,
and the release position in which the mould container
part (2) with its at least one mould container (4) is directed
substantially downward.

The invention further relates to a method for applying
such a device.
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Description

[0001] The invention relates to a device for manufac-
turing green bricks from clay for the brick manufacturing
industry and to a method for application thereof.

[0002] The invention relates more particularly to a
mould container pressing device for manufacturing spe-
cial bricks. Special bricks are understood to mean all
bricks whose form varies from the usual beam-like model.
Such special bricks include for instance bricks with a
chamfered side for use in a non-right angled corner of a
building. Other variants of special bricks are for instance
bricks with a rounded corner, a cut-away portion, and so
on.

[0003] Since such special bricks are only used to lim-
ited extent, large production runs are unnecessary and
often even undesirable for reasons of storage. Such spe-
cial bricks are generally only made to order.

[0004] When a batch of special bricks is required, sev-
eral mould containers of a ’'normal’ mould container
pressing device are usually modified. During this conver-
sion process the 'normal’ mould container pressing de-
vice - which during operation can manufacture up to sev-
eral tens of thousands of bricks per hour - is inoperative
for some considerable time. After manufacture of the de-
sired batch of special bricks the conversion process must
moreover take place in reverse sequence in order to
make the mould container suitable once again for normal
bricks. Production is then also halted for a considerable
period of time.

[0005] There is therefore a need for a device for man-
ufacturing green bricks from clay for the brick manufac-
turing industry which is particularly suitable for manufac-
turing limited quantities of special bricks.

[0006] EP-A-0 408 150 discloses a device for manu-
facturing green bricks from clay for the brick manufactur-
ing industry, comprising at least one mould container part
in which atleast one mould container is arranged for form-
ing a green brick from clay therein, and a mould container
part guide member in which the mould container part can
be received for displacement between a filling position
and a turning position.

[0007] Known from NL-1030716 of applicant is a de-
vice for manufacturing limited quantities of special bricks
which makes use of a horizontally disposed chain con-
veyor formed from connected mould container parts.
[0008] The invention now has for its object to provide
a device of the above described type, wherein the stated
drawbacks do not occur, or atleast do so to lesser extent.
[0009] Said objectis achieved with the device for man-
ufacturing green bricks from clay for the brick manufac-
turing industry according to claim 1.

[0010] Such a device is able to fill several mould con-
tainer parts per minute. Depending on the number of
mould containers per mould container part it is hereby
feasible to manufacture up to about 1000 green bricks
per hour. Such a production capacity is amply sufficient
for the production of special bricks.
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[0011] The device comprises only a limited number of
mould container parts, which are moreover easily inter-
changeable. The limited number of mould container parts
is advantageous in respect of working hours and cost
when the mould containers have to be modified to a spe-
cific brick shape and the mould container parts with mod-
ified mould containers then have to be arranged in the
pressing device.

[0012] Depending on the desired production capacity,
a brick manufacturer can apply one or more dummy con-
tainers if desired, whereby it is possible to save on the
costs of manufacturing the desired mould containers.
Such dummy mould container parts are mould container
parts which lack mould containers suitable for the pro-
duction of the desired form of brick. If desired, such dum-
my mould container parts are not provided with any mould
container at all.

[0013] In addition, such a device can be given a com-
pact construction. A separate device for the production
of special bricks is also provided, this avoiding a normal
mould container pressing device - which during operation
can manufacture up to several tens of thousands of bricks
per hour - having to be out of operation for some time for
the purpose of modifying several mould containers.
[0014] According to a preferred embodiment, the lon-
gitudinal axis of the mould container part guide member
around which it can be revolved is situated within the
periphery of the mould container part guide member. The
mould container part can hereby be turned in a limited
height between the turning position and the release po-
sition.

[0015] According to a further preferred embodiment,
the mould container part guide member comprises at
least two sides arranged rotation-symmetrically in which
a mould container part can be received, and wherein the
longitudinal axis of the mould container part guide mem-
ber around which it can be revolved is rotatable is ar-
ranged substantially on the rotation symmetry axis of the
mould container part guide member. By rotating the
mould container part guide member about the rotation
axis mould container parts can be alternated at a deter-
mined position such that a loop of mould container parts
can be realized. This considerably increases the produc-
tion capacity.

[0016] According to yet another preferred embodi-
ment, the mould container part guide member comprises
at least two parts which are rotatable about a longitudinal
axis of the mould container part guide member and which
are at least as long as the length of the mould container
part.

[0017] Because the length of the rotatable part is at
least as long as the length of a mould container part, a
mould container part can be received wholly in the rotat-
able part of the mould container part guide member. The
mould container part can hereby be rotated between the
turning position and the release position using the mould
container part guide member. By applying two rotatable
parts revolution can take place at two positions, this pro-
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viding the option of forming a loop of mould container
parts which progress successively through a series of
positions in order to form green bricks in the mould con-
tainers of the mould container parts.

[0018] According to yet another preferred embodi-
ment, at least one part rotatable about the longitudinal
axis of the mould container part guide member is ar-
ranged close to an outer end of the mould container part
guide member. The device can hereby be given a com-
pact form.

[0019] According to a further preferred embodiment, a
rotatable part is arranged close to both outer ends of the
mould container part guide member. The loop option is
combined here with a compact construction of the device.
[0020] According to yet another preferred embodi-
ment, the mould container part guide member comprises
at least one fixed, non-rotatable part in which a mould
container part can be received with its at least one mould
container directed substantially upward, and wherein
clay arranging means are arranged above this fixed part
for arranging clay in the mould container therewith. The
non-rotatable partis a fixed part which can be additionally
strengthened and supported in simple manner in order
to be able to absorb the forces with which clay is pressed
into the mould container of the mould container part dur-
ing use by the clay arranging means.

[0021] According to yet another preferred embodi-
ment, a mould container part received in the mould con-
tainer part guide member is displaceable in lengthwise
direction of the mould container part guide member be-
tween at least a filling position and a turning position,
wherein in the turning position the mould container part
is situated in a rotatable part of the mould container part
guide member. The mould container part can be dis-
placed in translating manner in lengthwise direction of
the mould container part guide member.

[0022] According to a further preferred embodiment,
the device further comprises displacing means for dis-
placing a mould container part received in the mould con-
tainer part guide member at least from the filling position
to the turning position. The displacing means for displac-
ing the mould container part are for instance a hydraulic
cylinder or a gear rack which is arranged on the mould
container part and on which one or more drivable pinions
can be engaged.

[0023] According to yet another preferred embodi-
ment, the mould container part guide member comprises
one substantially rigid beam-like body which can be ro-
tated as one whole about the longitudinal axis thereof
between the turning position and the release position.
Although the production speed is reduced when the
mould container part guide member is manufactured in-
tegrally, a very compact device can however be realized
in this way. For some brick manufacturers extra com-
pactness atthe expense of production speed is a decisive
factor in the manufacture of special bricks.

[0024] According to a further preferred embodiment,
the device further comprises: spraying means for spray-
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ing the mould container with a cleaning liquid, air displac-
ing means for partially suctioning dry and/or blowing dry
the mould container cleaned using cleaning liquid, and
sand-covering means for arranging a sand layer against
one or more walls of the cleaned mould container, where-
in the spraying means and/or air displacing means and/or
sand-covering means are arranged displaceably on a
guide.

[0025] After release of a green brick formed in the
mould container there sometimes remains contamination
in the form of clay and sand residues. In order to prevent
these contaminants being left to cure in the mould con-
tainer, and thus having an adverse effect on the shape
of subsequent green bricks to be formed in this mould
container, once the green bricks have been released the
mould containers are cleaned and once again prepared
for the purpose of forming a subsequent green brick
therein. The spraying means remove the larger contam-
inants, after which the mould container is partially dried
with the air displacing means. Sand is then arranged in
the still slightly moist mould container and remains ad-
hered to the walls to some extent, this accelerating the
release from the mould container of the subsequent
green brick to be formed.

[0026] The invention further relates to a method for
manufacturing green bricks from clay for the brick man-
ufacturing industry, comprising the steps of:

- filling a mould container arranged in a mould con-
tainer part with clay in a filling position in order to
form a green brick from clay therein, wherein the
mould container part is received for displacement in
a substantially beam-like mould container part guide
member;

- displacing the mould container part received in the
mould container part guide member from the filling
position to a turning position;

- intheturning position, rotating at least the part of the
mould container part guide member in which the
mould container part is situated in the turning posi-
tion about a longitudinal axis of the mould container
part guide member;

- wherein rotating the mould container part guide
member comprises of rotating the mould container
part guide member from the turning position to a re-
lease position so that the mould container part re-
ceived in the rotatable part is thereby rotated from
the turning position, in which the mould container
part with its at least one mould container is directed
substantially upward, to the release position in which
the mould container part with its at least one mould
container is directed substantially downward;

- collecting in the release position one or more green
bricks formed in the mould container of the mould
container part and being released therefrom. The
mould container part is arranged translatably in
lengthwise direction of the mould container part
guide member.
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[0027] According to a preferred embodiment, the
method further comprises the steps of:

- placing a plate part on the mould container part with
one or more mould containers filled with clay;

- wherein the plate part is held against the mould con-
tainer part during rotation of the mould container part
guide member from the turning position to the re-
lease position; and

- displacing downward away from the mould container
part the plate part held thereagainst during rotation
in substantially the release position, in which the
mould container part is directed with its at least one
mould container substantially downward, so that the
one or more green bricks which are released from
their respective mould container can be discharged
on the plate part for further processing.

[0028] According to a further preferred embodiment of
the method, a plurality of mould container parts are re-
ceived adjacently of each other in the mould container
part guide member such that, when a mould container
partis displaced forward in the mould container part guide
member in lengthwise direction thereof, a mould contain-
er part located in front thereof is also displaced forward.
The mould container parts, and particularly the mould
containers arranged therein, are thus advanced stepwise
within the loop through which they progress.

[0029] Depending on the desired production capacity,
a brick manufacturer can if desired apply one or more
dummy containers which lack mould containers suitable
for the production of the desired brick shape. If desired,
such dummy mould container parts are not provided with
any mould container at all and serve only for the pushing
along process in the loop of the mould container parts
provided with desired mould containers.

[0030] According to yet another preferred embodi-
ment, the method further comprises of performing the
successive steps, after release of a formed green brick
from the mould container, of: 1) spraying the mould con-
tainer with a cleaning liquid using spraying means; 2)
partially suctioning dry and/or blowing dry the mould con-
tainer cleaned with cleaning liquid using air displacing
means; and 3) arranging a sand layer against one or
more walls of the cleaned mould container using sand-
covering means.

[0031] According toyetanother preferred embodiment
of the method, the mould container part with the at least
one cleaned and sand-covered mould container is re-
volved from a further turning position to a position in which
its at least one mould container is directed substantially
upward so that it can be filled with clay in afilling position.
[0032] Accordingtoyetanother preferred embodiment
of the method, the step of releasing from the mould con-
tainer a green brick formed from clay therein is acceler-
ated by vibrating the mould container partand/or aerating
from the bottom of the mould container the green brick
formed therein.
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[0033] According to a further preferred embodiment of
the method, a device as described above is applied.
[0034] Preferred embodiments of the present inven-
tion are further elucidated in the following description with
reference to the drawing, in which:

Figure 1 is a perspective view of a device according
to a first preferred embodiment of the invention;
Figure 2 is a side view of the device shown in figure
1in a state following on from the state shown in figure
1;

Figure 3 is a perspective view of the device shown
in figures 1 and 2 during the step of the revolving;
Figure 4 is a perspective view of the device shown
in figures 1-3 after the mould container parts have
been revolved;

Figure 5 is a side view of the state shown in figure 4;
Figure 6 is a side view of a step following on from
the state shown in figure 5;

Figure 7 is a side view of a step following on from
the state shown in figure 6;

Figure 8 is a side view of a step following on from
the state shown in figure 7; and

Figure 9 is a perspective view of a device according
to an alternative preferred embodiment of the inven-
tion.

Figure 1 shows a mould container pressing device
1, wherein mould container parts 2 are arranged in
amould container part guide member 8. In the shown
embodiment the mould container part guide member
8isdividedintothree parts, respectively the rotatable
parts 12, 14 arranged on the outer ends of the mould
container part guide member 8 and the fixed part 16
arranged between rotatable parts 12, 14. Fixed part
16 is supported (not shown) so that it can absorb
pressure forces exerted by clay arranging means 18
when clay is pressed into mould containers 4. Once
clay has been pressed into mould containers 4 and
possible surplus clay has been trimmed by trimming
means (not shown) on the upper side of mould con-
tainer part 2, a green brick 6 of clay is situated in
mould container 4 of mould container part 2. In figure
1 a mould container part 2 is also received in rotat-
able part 14. Arranged on this mould container part
2 is a drying plate 22 which is held fixedly on the
upper side of mould container part 2 using tensioning
means 24, so that during rotation of rotatable part
14 with mould container part 2 received therein the
green bricks 6 are held in their respective mould con-
tainer 4. Revolution takes place by rotating rotatable
part 14 about rotation axis 10.

[0035] Arranged under rotatable part 14 of the mould
container part guide member 8 is a discharge conveyor
26 which in the shown embodiment comprises two chains
28 tensioned between chain wheels 30 which are mutu-
ally connected via shaft 32. Discharge conveyor 26 is
adjustable in the height H and can also be driven for the
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purpose of discharging a drying plate 22 with green bricks
6 present thereon on discharge conveyor 26.

[0036] The successive steps of applying the device will
be further elucidated with reference to figures 2-8.
[0037] In the state shown in figure 1 the last two mould
containers 4 of mould container part 2 in fixed part 16
are as yet unfilled. Figure 2 shows the situation of mould
container parts 2 shown in figure 1, although clay has
now also been pressed by clay arranging means 18 into
the rearmost mould containers 4 of mould container part
2 situated at position B. The side view of figure 2 shows
that in the state shown in figure 1 mould container parts
2 are situated at positions B, C, E and F. The positions
of Aand D are free in this shown state of the loop process.
[0038] A drying plate 22 is arranged at position C on
top of mould container part 2 and held fast on rotatable
part 14 with tensioning means 24 (figures 1 and 3). When
rotatable part 14 then rotates via arrow R,, tensioning
means 24 prevent drying plate 22 sliding off mould con-
tainer part 2. Rotatable part 14 is rotated about 180°,
whereby mould container part 22, which in figure 2 is
directed with its mould containers 4 substantially upward,
is located at position D in the state shown in figures 4
and 5 and mould containers 4 are directed substantially
downward.

[0039] The mould container part guide member 8 has
a bent edge on which mould container parts 2 situated
on the underside of the mould container part guide mem-
ber 8, i.e. mould container parts 2 which are directed with
their mould containers 4 substantially downward, sup-
port.

[0040] Discharge conveyor 26 is adjustable in the
height H and, after mould container part 2 is revolved
from position C to position D, is placed in the vicinity of
drying plate 2 or even held thereagainst, after which ten-
sioning means 24 are released. When discharge con-
veyor 26 is then displaced downward away from mould
container part 2 at position C, the green bricks 6 formed
in mould containers 4 of this mould container part 2 will
be released from mould containers 4 under the influence
of the force of gravity and come to lie on drying plate 2.
[0041] Although the time for release of green bricks 6
from mould containers 4 wholly on the basis of gravitation
force is acceptable in the manufacture of special bricks,
this release process can be accelerated if desired by us-
ing release-enhancing means (not shown). Such means
are for instance vibrating means and/or aerating means
which supply air from the bottom of mould container 4.
[0042] Green bricks 6 lying on drying plate 22 can be
discharged via discharge conveyor 26 for further
processing, such as drying and firing thereof.

[0043] Once mould container part 2 has revolved from
position C to position D, position C is left clear. In the
shown embodiment a mould container part 2 is also re-
volved from position F to position A (figure 3). This results
in the state shown in figure 4, in which mould container
parts 2 are situated at positions A and B on the upper
side of the mould container part guide member 8, and
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position C is free.

[0044] Figure 5 shows a side view of the state shown
in figure 4.
[0045] The successive steps of the loop process will

be elucidated in more detail with reference to figures 6-8.
[0046] Following on from the state shown in figure 5,
the mould container part 2 situated at position A is moved
one step forward in the translation direction T4. The fore-
most mould container 4 of mould container part 2, which
was situated at position A in figure 5, hereby displaces
to a position under clay arranging means 18 (figure 6).
Mould container part 2, which was situated wholly at po-
sition B in figure 5, is also displaced one step forward in
the direction of position C, such that in figure 6 the fore-
most mould container 4 of this mould container part 2 is
already situated at position C.

[0047] On the underside of the mould container part
guide member 8 the mould container part 2, which was
situated at position D in figure 5, is also shifted one step
forward in the translation direction T,, i.e. in the direction
of position E. Mould container part 2 which was situated
at position E in figure 5 is hereby also displaced one step
in the direction of position F in figure 6.

[0048] In figures 5-8 the mould container parts 22 sit-
uated on the upper side of the mould container part guide
member 8 are successively filled with clay until the state
shown in figure 8 results. It is noted here that figure 8
and figure 2 are essentially identical, the only difference
being that in figure 2 a drying plate 22 is arranged on top
of the mould container part 2 situated at position C.
[0049] Contamination in the form of clay and sand res-
idues sometimes remains after the release of a green
brick 6 formed in mould container 4. In order to clean
mould containers 4 and make them suitable for the pro-
duction of new green bricks 6, a spraying step, a drying
step and sand-covering step are successively per-
formed, which will be elucidated in more detail with ref-
erence to figures 5-7.

[0050] In figure 5 the rearmost mould container 4 of
mould container part 2 situated at position E is sprayed
with a cleaning liquid, generally water, by a spraying
means 34. Once this mould container part 2 has been
displaced one step forward from the state shown in figure
5 to the state shown in figure 6, the mould container 4
thathas just been sprayed is situated above air displacing
means 36 which partially suction dry and/or blow dry the
still moist mould container 4. This mould container 4 is
then displaced one step forward again and in the subse-
quent step provided with a sand layer by sand-covering
means 38 (figure 7). The sand remains adhered against
the walls of the still slightly moist mould container 4 and
thus forms a sand layer which enhances release from
the mould containers 4 of a green brick 6 formed therein.
[0051] Figure 9 shows an alternative preferred embod-
iment, wherein the mould container part guide member
8 is made from a single part. In the shown embodiment
only two mould container parts 22 are arranged in the
mould container part guide member 8. When one mould
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container part 22 is situated on the upper side so as to
be there provided with clay in mould containers 4 by clay
arranging means 18, the other mould container part 2 is
situated on the underside above a guide 40 on which
spraying means 34, air displacing means 36 and sand-
covering means 38 are displaceably arranged. Guide 40
makes it possible for spraying means 34, air displacing
means 36 and sand-covering means 38 to reach all
mould containers 4, while the device according to this
alternative embodiment of figure 9 can be given a very
compact construction.

[0052] Although they show preferred embodiments of
the invention, the above described embodiments are in-
tended only to illustrate the present invention and not to
limit the scope of the invention in any way. Itis particularly
noted that the skilled person can combine technical
measures of the different embodiments, such as for in-
stance the arranging of the spraying means and/or air
displacing means and/or sand-covering means on a
guide rail. The described rights are defined by the follow-
ing claims, within the scope of which many modifications
can be envisaged.

Claims

1. Device (1) for manufacturing green bricks from clay
for the brick manufacturing industry, comprising:

- at least one mould container part (2) in which
at least one mould container (4) is arranged for
forming a green brick (6) from clay therein;

- a mould container part guide member (8) in
which the mould container part (2) can be re-
ceived for displacement between a filling posi-
tion and a turning position;

characterized in that

- the mould container part guide member (8) is
substantially beam-like, wherein the mould con-
tainer part (2) can be received for displacement
in lengthwise direction of the mould container
part guide member (8); and

- wherein at least a part of the mould container
part guide member (8) can be revolved about a
longitudinal axis (10) thereof between the turn-
ing position and a release position so that the
mould container part (2) which can be received
in the revolvable part can thereby be revolved
between the turning position, in which the mould
container part (2) with its at least one mould con-
tainer (4) is directed substantially upward, and
the release position in which the mould container
part (2) with its at least one mould container (4)
is directed substantially downward.

2. Device as claimed in claim 1, wherein the longitudi-
nal axis (10) of the mould container part guide mem-
ber (8) around which it can be revolved is situated
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within the periphery of the mould container part guide
member (8).

Device as claimed in claim 1 or 2, wherein the mould
container part guide member (8) comprises at least
two sides arranged rotation-symmetrically in which
a mould container part can be received; and

- wherein the longitudinal axis (10) of the mould
container part guide member (8) around which
it can be revolved is arranged substantially on
the rotation symmetry axis of the mould contain-
er part guide member (8).

Device as claimed in any of the foregoing claims,
wherein the mould container part guide member (8)
comprises at least two parts (12, 14) which are ro-
tatable about a longitudinal axis (10) of the mould
container part guide member (8) and which are at
least as long as the length of the mould container
part (2).

Device as claimed in claim 4, wherein at least one
part rotatable about the longitudinal axis of the mould
container part guide member (8) is arranged close
to an outer end of the mould container part guide
member (8), or wherein a rotatable part is arranged
close to both outer ends of the mould container part
guide member (8).

Device as claimed in either of the claims 4 or 5,
wherein the mould container part guide member (8)
comprises at least one fixed, non-rotatable part (16)
in which a mould container part (2) can be received
with its at least one mould container (4) directed sub-
stantially upward, and wherein clay arranging means
(18) are arranged above this fixed part (16) for ar-
ranging clay in the mould container (4) therewith.

Device as claimed in any of the foregoing claims,
wherein a mould container part (2) received in the
mould container part guide member (8) is displace-
able in lengthwise direction of the mould container
part guide member (8) between at least a filling po-
sition and a turning position, wherein in the turning
position the mould container part (2) is situated in a
rotatable part of the mould container part guide mem-
ber (8).

Device as claimed in claim 7, wherein the device
further comprises displacing means for displacing a
mould container part (2) received in the mould con-
tainer part guide member (8) at least from the filling
position to the turning position.

Device as claimed in any of the claims 1, 7 or 8,
wherein the mould container part guide member (8)
comprises one substantially rigid beam-like body
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which can be rotated as a whole about the longitu-
dinal axis thereof between the turning position and
the release position.

Method for manufacturing green bricks from clay for
the brick manufacturing industry, comprising the
steps of:

-filling a mould container (4) arranged in a mould
container part (2) with clay in a filling position
(B) in order to form a green brick (6) from clay
therein, wherein the mould container part (2) is
received for displacement in a substantially
beam-like mould container part guide member
(8);

- displacing the mould container part (2) re-
ceived in the mould container part guide mem-
ber (8) from the filling position (B) to a turning
position (C);

- in the turning position (C), rotating at least the
part of the mould container part guide member
(8) in which the mould container part (2) is situ-
ated in the turning position (C) about a longitu-
dinal axis (10) of the mould container part guide
member (8);

-wherein rotating the mould container part guide
member (8) comprises of rotating the mould con-
tainer part guide member (8) from the turning
position (C) to a release position (D) so that the
mould container part (2) received inthe rotatable
part is thereby rotated from the turning position,
in which the mould container part (2) with its at
least one mould container (4) is directed sub-
stantially upward, to the release position in
which the mould container part (2) with its at
least one mould container (4) is directed sub-
stantially downward;

- collecting in the release position one or more
green bricks (6) formed in the mould container
(4) of the mould container part (2) and being
released therefrom.

Method as claimed in claim 10, further comprising
the steps of:

- placing a plate part (22) on the mould container
part (2) with one or more mould containers (4)
filled with clay;

- wherein the plate part (22) is held against the
mould container part (2) during rotation of the
mould container part guide member (8) from the
turning position to the release position; and

- displacing downward away from the mould
container part (2) the plate part (22) held therea-
gainstduring rotation in substantially the release
position, in which the mould container part (2)
is directed with its at least one mould container
(4) substantially downward, so that the one or
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12.

13.

14,

15.

12

more green bricks (6) which are released from
their respective mould container (4) can be dis-
charged on the plate part (22) for further
processing.

Method as claimed in claim 10 or 11, wherein a plu-
rality of mould container parts (2) are received adja-
cently of each other in the mould container part guide
member (8) such that, when a mould container part
(2) is displaced forward in the mould container part
guide member (8) in lengthwise direction thereof, a
mould container part (2) located in front thereof is
also displaced forward.

Method as claimed in any of the claims 10-12, further
comprising the successive steps, following release
of a formed green brick (6) from the mould container
(4), of:

1) spraying the mould container (4) with a clean-
ing liquid using spraying means (34);

2) partially suctioning dry and/or blowing dry the
mould container cleaned with cleaning liquid us-
ing air displacing means (36); and

3) arranging a sand layer against one or more
walls of the cleaned mould container (4) using
sand-covering means (38).

Method as claimed in claim 13, wherein the mould
container part (2) with the at least one cleaned and
sand-covered mould container (4) is revolved from
a further turning position (F) to a position in which its
at least one mould container (4) is directed substan-
tially upward so that it can be filled with clay in a filling
position (B).

Method as claimed in any of the claims 10-14, where-
in the step of releasing from the mould container (4)
a green brick (6) formed from clay therein is accel-
erated by vibrating the mould container part (2)
and/or aerating from the bottom of the mould con-
tainer (4) the green brick (6) formed therein.



EP 2 420 368 A1

28



EP 2 420 368 A1

QY

AV WY SRV RN RN NS




26

EP 2 420 368 A1

N
N
N |
N
N |
N
N |
N (W)
N |
N -
N 1 © W
N | L
N
N
N |
N N
N 0
5 m
N
N=
\:: O
§E: mM

/SIS SIS
{HHHHHHK

IA/////I//A/////[// ZIHHHHHHE JHHHHHHH

(1719711777,

i

26

10



EP 2 420 368 A1

277777777777 77777777777 777777777

M KT AN S K&

3
|_| e §\\\\\\\\\

R R e e e’

11



EP 2 420 368 A1

12



EP 2 420 368 A1

)

Européisches
Patentamt

European

Patent Office EUROPEAN SEARCH REPORT

Office européen
des brevets

DOCUMENTS CONSIDERED TO BE RELEVANT

Application Number

EP 11 17 6821

NIJMEGEN B V [NL])

21 June 2007 (2007-06-21)

* page 10, line 17 - page 13, line 18;
figure 1 *

N

The present search report has been drawn up for all claims

Categor Citation of document with indication, where appropriate, Relevant CLASSIFICATION OF THE
gory of relevant passages to claim APPLICATION (IPC)
A EP 0 408 150 Al (SNEEK HUBERT MASCHF [NL])|1,10 INV.
16 January 1991 (1991-01-16) B28B5/04
* column 2, line 44 - column 4, line 26; B28B13/06
claim 1; figures *
A NL 1 030 716 C2 (BEHEERMIJ DE BOER 1,10

TECHNICAL FIELDS
SEARCHED  (IPC)

B28B

Place of search Date of completion of the search

The Hague 20 October 2011

Examiner

Oorij, Jack

EPO FORM 1503 03.82 (P04C01)

X : particularly relevant if taken alone

Y : particularly relevant if combined with another
document of the same category L : document cited for other reasons
A : technological background
O : non-written disclosure

P : intermediate document document

CATEGORY OF CITED DOCUMENTS

T : theory or principle underlying the invention

E : earlier patent document, but published on, or

after the filing date

D : document cited in the application

& : member of the same patent family, corresponding

13




EPO FORM P0459

EP 2 420 368 A1

ANNEX TO THE EUROPEAN SEARCH REPORT

ON EUROPEAN PATENT APPLICATION NO. EP 11 17 6821

This annex lists the patent family members relating to the patent documents cited in the above-mentioned European search report.

The members are as contained in the European Patent Office EDP file on
The European Patent Office is in no way liable for these particulars which are merely given for the purpose of information.

20-10-2011
Patent document Publication Patent family Publication

cited in search report date member(s) date

EP 0408150 Al 16-01-1991 AU 631225 B2 19-11-1992
AU 5887190 A 10-01-1991
DE 69001407 D1 27-05-1993
DE 69001407 T2 28-10-1993
ES 2040035 T3 01-10-1993
NL 8901769 A 01-02-1991
us 5141429 A 25-08-1992

NL 1030716 C2 21-06-2007  NONE

For more details about this annex : see Official Journal of the European Patent Office, No. 12/82

14




EP 2 420 368 A1
REFERENCES CITED IN THE DESCRIPTION
This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

 EP 0408150 A [0006] * NL 1030716 [0007]

15



	bibliography
	description
	claims
	drawings
	search report

