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Description

[0001] The presentinvention concerns the field of ma-
chines for manufacturing stoppers formed from agglom-
erated cork, and more specifically its object is a moulding
apparatus for manufacturing agglomerated cork stop-
pers in two different heights.

[0002] As known, cork stoppers are manufactured ac-
cording to different methods, dependent on the quality
of the raw material available. High quality productions
foresee that stoppers be manufactured in a single piece
from a compact cork matrix coming directly from the tree
bark, whereas lower quality products foresee the use of
agglomerated cork granules coming from the machining
waste of high quality stoppers or from batches of quality
not suitable for single-piece stoppers; such granules are
bound by a matrix of non-toxic glue.

[0003] There are different techniques for manufactur-
ing agglomerated cork stoppers. In one of these, doses
of agglomerated cork granules mixed with glue are fed
inside moulds comprising moulding bushes. The agglom-
erated cork with glue is then pressed and subsequently
transferred in a furnace for the time necessary for solid-
ification. After the suitable cooling, the stopper is extract-
ed from the moulding bush by thrusting of a rod-shaped
extraction body. The preparation of the correct dose of
granules to be introduced into the corresponding mould
takes place through dosing machines. Moreover, the
moulding system for stoppers comprises transportation
means consisting of chains to which the moulds are fixed
in series. Such means move the moulds according to a
cycle that comprises the passage through the dosing ma-
chine, the passage in the furnace and finally in the ex-
traction area.

[0004] A known mould for manufacturing agglomerat-
ed cork stoppers comprises a framework formed from
two elongated plates and a series of moulding bushes
aligned and juxtaposed between such plates. On the lat-
ter there are holes, each hole corresponding to a single
bush. The bushes are fixed to a common displacement
actuator that allows the movement thereof along a line
from a configuration in which the bushes are arranged in
a corresponding manner to the holes of at least one fixed
plate, to allow the loading of the doses of cork granules,
to a translated configuration in which the bushes are
closed by the inner faces of the plates, to allow the mould-
ing step.

[0005] Inordertoimprove the flexibility of such moulds,
making it possible to change the size parameters of the
stoppers that can be produced such as in particular the
height (axial size), in arelatively simply manner, solutions
have been proposed in which the loading capacity of the
bushes can be changed through the insertion of elements
that vary the axial length of the bushes, selected to be
of the desired thickness and replaceable as a function of
the specific requirements. An example of this is provided
by the description of Italian patent no. 1391079 of the
same Applicant.
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[0006] Solutions of this kind are undoubtedly profita-
ble, but in order to change the height of the stopper be-
tween different production batches they still demand for
dismounting operations that, as well as requiring man-
power and representing potential risk factors for failures
or malfunctions, involve machine downtimes that reduce
productivity, even more so where, as often occurs, the
batches are small and consequently the change in size
is imposed frequently. The possibility of a free variation
of the length in any value of a determined range - and
therefore being able to obtain stoppers of a wide and
practically continuous distribution of sizes - is also in
many cases more a theoretical than a real advantage,
since the lengths of the stoppers are standardised to a
few formats that cover the vast majority of requirements.
[0007] A further solution is provided by Italian patent
application no. 102014902295540 (former reference
F12014A000223), which the present applicant devised to
obtain better results in terms of flexibility, productivity and
reliability. Such a document indeed discloses a mould
for manufacturing agglomerated cork stoppers, compris-
ing a pair of fixed plates that are parallel and spaced
apart, distributions of holes formed on the plates and mu-
tually corresponding from plate to plate, and a plurality
of cylindrical moulding bushes defining respective seats,
in a number corresponding to that of the holes and ar-
ranged between the fixed plates, fixedly connected to
each other by means of an actuation member adapted
for moving them between an opening position, in which
the correspondence between the holes of the fixed plates
and the seats of the bushes is obtained, and a closure
position in which the seats of the bushes are shut by the
solid part of the fixed plates.

[0008] The mould also comprises an adjustment plate
in contact with one of the fixed plates and in turn carrying
a distribution of holes corresponding to that of the fixed
plates, whereby the bushes abut at an axial end on the
adjustment plate and at the opposite end on a fixed plate.
A releasable locking system is adapted to lock the ad-
justment plate to the adjacent fixed plate when the re-
spective holes are mutually aligned. Between the actu-
ation member and the adjustment plate it is possible to
insert and disinsert a pulling element that can make the
adjustment plate pulled by the movement of the actuation
means of the bushes or inedependent with respect to it,
consequently determining a moulding space of greater
or lesser height.

[0009] The pulling element is slidable in a direction or-
thogonal to the plane of the actuation motion along a
guide structure fixedly connected to the actuation mem-
ber, between a first configuration, spaced and disen-
gaged from the adjustment plate, corresponding toa con-
figuration for obtaining stoppers having a lower height,
and a second configuration in which it engages with the
adjustment plate, corresponding to a configuration for
obtaining stoppers of greater height, the two configura-
tions being reversibly locked by a stop ring operating in
abutment on the pulling ring.
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[0010] This adjustment system makes it possible to
convert a single mould to the production of two different
stopper sizes, with an acceptable constructive complica-
tion and with a relatively simple manoeuvre. Neverthe-
less, it is still necessary for a staff operator to personally
act on each active mould, modifying the configuration,
tampering with the releasable locking system between
the adjustment plate and the adjacent fixed plate and
also the (numerous, as many as the number of holes)
lifting heads or rods that have a different configuration
depending on whether the stopper to be made is of one
height or the other. Such a size change manoeuvre there-
fore takes indeed a certain time, especially if, as frequent-
ly occurs in common installation environments, it is ob-
structed by the need to work in restricted spaces.
[0011] IT1218538B discloses an automatic fabricator
for agglomerated cork bark rolls and consists of dies car-
rying cork and agglutinant mix in polymerisation chamber
with roll coolers.

[0012] The object of the present invention is therefore
that of providing a double height moulding system for
manufacturing in agglomerated cork, which allows even
easier and in any case quicker conversion from the con-
figuration for manufacturing so-called "tall" stoppers to
that for manufacturing so-called "short" stoppers, and
vice-versa.

[0013] Such an object and other significant accessory
advantages are accomplished by the automatic moulding
apparatus for manufacturing agglomerated cork stop-
pers according to the presentinvention defined in claim 1.
[0014] The advantages of the automatic moulding ap-
paratus according to the present invention will become
apparent from the following description of an embodi-
ment thereof, given as a non-limiting example with ref-
erence to the attached drawings, in which:

- figure 1 and figure 2 are axonometric views of a
mould adapted for operating in the moulding appa-
ratus according to the invention, in an exploded con-
figuration, figure 2 showing the mould in a broken
and enlarged view;

- figure 3 is a side view of a moulding station of the
apparatus comprising a mould in accordance with
the previous figures, the mould being broken and
configured for making "tall" stoppers, the mould be-
ing in a lifted configuration;

- figure 4 again shows a side view of a first end area
of the station, configured for manufacturing "short"
stoppers, still with the mould in a lowered configura-
tion;

- figures 5ato 5l represent respective steps of the se-
quence with which the station, shown in side view,
works to obtain "tall" stoppers; and

- figures 6a to 6i represent respective steps of the se-
quence with which the station, shown in side view,
works to obtain "short" stoppers.

[0015] With reference to said figures, the moulding ap-
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paratus provides the use of an actual mould, a frame 1
of which is formed from a pair of fixed plates 11, 12 elon-
gated according to a longitudinal direction X. The plates
11 and 12 are kept integrally parallel and spaced (ac-
cording to a height direction Z) by support columns 13
arranged along the longitudinal sides and comprise re-
spective distributions of holes 14, 15 in mutually corre-
sponding (centered) positions between the two plates.
The holes 14, 15 are representative of the number of cork
stoppers that can be obtained with the mould and are
adapted to correspond with cylindrical stopper moulding
bushes, indicated with 2 and arranged between the two
plates with the respective central axes rising in the height
direction Z.

[0016] The bushes 2 are fixedly connected to a central
movable plate 21 for opening/closing the mould inside
which the bushes themselves are mounted and that is
arranged parallel to the two fixed plates 11, 12, roughly
at half the height of the space defined between them.
The central plate is intended to move alternately along a
direction of actuation in the longitudinal direction X, driv-
ing the bushes, between a closure position and an open-
ing position, which will be discussed further hereinafter.
The movement is controlled by drive means that in turn
will be described shortly, and is guided/controlled with
respect to the fixed plates by peg structures 22, fixedly
connectedto the central plate 21 one on each longitudinal
end of the mould and that slidably engage in slots 16, 17
formed in the fixed plates.

[0017] A further volumetric or adjustment plate 3, hav-
ing a profile that in turn copies that of the previous plates,
is arranged between the two fixed plates but in this case
in direct contact and juxtaposition with one of them, for
example andin particular the upperone 12 (the reference
being to the configuration of use in which the plates are
horizontal and indeed at different heights). The adjust-
ment plate 3 in turn carries a distribution of holes 31 sub-
stantially corresponding, in number, size and position, to
the distributions of holes on the fixed plates (and to the
seats defined by the bushes).

[0018] The bushes 2 are therefore positioned in axial
abutment between the lower fixed plate 11 and the ad-
justment plate 3. The latter is in turn movable along the
direction of actuation X from a first to a second position
with a run corresponding to the relative run between the
central plate 21 and the fixed plates, thanks to slots 32
like the slots 16, 17 that slidably engage with the pegs
22. In particular, the first position is displaced leftwards
(spatial reference as in figures 3 to 6) or more generally
speaking in correspondence to the opening position of
the central plate 21, while the second position is dis-
placed rightwards as per the closing position of the cen-
tral plate 21.

[0019] The assembly described above, which as stat-
ed represents the actual mould, is intended to cooperate,
in a moulding station of the apparatus, with an overlying
known loading drawer, not shown overall. The drawer,
from which the agglomerated cork intended for forming
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the stoppers is indeed supplied to the mould, has a bot-
tom determined by a shutter 5 in turn plate-shaped and
with which the upper plate 12 is adapted for being ar-
ranged in contact. The shutter 5 is in turn movable in an
alternate manner according to the longitudinal or actua-
tion direction X, between a closure position and open
position, in which it respectively blocks the flow of ag-
glomerated cork and allows it to flow towards the holes
and consequently the underlying bushes if they are in
turn in the suitable position.

[0020] The mould is supported towards and in the sta-
tion by a transportation system that allows it to be lifted,
said system in turn not being represented being it known
perse and in any case of an obvious nature to the skilled
person, adapted for moving the assembly of the mould
between a lowered transit, or inactive configuration, and
a lifted or loading configuration in which the upper plate
12 makes contact with the shutter 5.

[0021] In the station the mould also cooperates with
an actuation system that according to the preferred so-
lution foresees four linear actuators, typically in the form
of respective oil-hydraulic cylinders, arranged in pairs at
respective longitudinal ends of the frame 1 to act by thrust
on the corresponding ends of the central plate 21, on the
shutter 5 and if necessary on the volumetric plate 3, when
the mould is in the raised/lifted configuration. In particu-
lar, at a first end, the one on the left when observing the
mould like in figure 3, there is a cylinder 6 for closing the
central plate 21 and, thereabove, a cylinder 7 for closing
the shutter 5; at a second end opposite the first, on the
other hand, there is a cylinder 8 for opening the central
plate 21 and thereabove a cylinder 9 for opening the shut-
ter 5.

[0022] The actuation engagement between cylinders
and elements of the mould actuated, as mentioned in a
raised configuration of the mould itself, acts through re-
spective thrust members 6a and 6a’, 7a and 7a’, 8a, 9a
mounted on respective movable stems of the cylinders.
Starting from the thrust members at the right (second)
end, which remain unchanged both in the configuration
for a "tall" stopper and in the configuration for a "short"
stopper, the thrust member 8a of the cylinder 8 for open-
ing the central plate 21 is a block of reduced thickness
in height, adapted for abutting on the end of the plate
itself and only on it; the thrust member 9a of the cylinder
9 for opening the shutter 5 on the other hand is preferably
C-shaped, whereby the abutment on the end of the same
shutter is entrusted to a top arm, while a lower arm is
intended for actuating the adjustment plate 3 below. The
two arms are spaced by a slit thatis adapted for receiving
the upper fixed plate 12 in some actuation conditions, as
will be seen in detail when describing how the mould
works.

[0023] Passing to the thrust members of the first (left,
as seen in the figures) end, these are subject to replace-
ment (it is the only replaceable part of the apparatus) to
carry out a conversion as a function of the stopper height
to be obtained. In particular, the thrust member 6a of the
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cylinder 6 for closing the central plate 21 has, in a first
configuration for obtaining "tall" stoppers (figure 3) an
extension in the height direction Z such as to abut not
only on the end of the aforementioned plate, but also on
the volumetric plate 3. In a second configuration for ob-
taining "short" stoppers (figure 4), on the other hand, it
is foreseen for there to be a thrust member 6a’ of reduced
thickness in height, adapted for abutting on the end of
the plate 21 and only on that.

[0024] Finally, as far as the cylinder 7 for closing the
shutter is concerned, in the configuration for "tall" stop-
pers (figure 3) this has a thrust member 7a of reduced
extension in the height direction Z, such as to abut only
on the end of the shutter 5 and only on that, and to slide
substantially in contact with the upper end of the "tall"
thrustmember 6a. On the other hand, in the configuration
for "short" stoppers (figure 4) it is foreseen for there to
be a thrust member 7a’ of increased thickness in height,
adapted for abutting simultaneously on the end of the
shutter 5 and on that of the adjacent volumetric plate 3.
The thrustmember 7a’, with respect to the thrust member
7a, can therefore have a part projecting at the bottom, in
any case spaced from the "short" thrust member 6a’. Ad-
vantageously, in both cases, the thrust member 7a or 7a’
can comprise a rear portion that rests for reference and
guiding purposes on the stem of the actuator 6.

[0025] In practice, in both configurations, the thrust
members are in general configured so that the forwards
displaced actuation configuration of a thrust member at
one end takes the actuated element in abutment on a
thrust member at the opposite end.

[0026] With particular reference to figures 5a to 6i, the
operative behaviour of the moulding apparatus for ag-
glomerated cork stoppers, and namely of a station there-
of, is as follows.

[0027] Firstly, the circumstance in which stoppers of
greater height must be manufactured (figures 5a to 5I)
will be considered. The mould, driven by chain transport-
er system of a known type, reaches the moulding station
and stops in it, in a lowered configuration (figure 5a). In
this step all of the cylinders are in a backwards displaced
position. The mould is then lifted (figure 5b) and opened
(figure 5c), if it is not already in such a condition, as a
result of the advancement of the thrust member 8a of the
cylinder 8 and consequent abutment of the actuation
plate 21 on the thrust member 6a of the cylinder 6 at the
opposite end.

[0028] Figure 5d shows the next step, in which by
means of the movement of the cylinder 9 and through
the relative thrust member 9a (more precisely the top
arm thereof) the shutter 5 opens, going into abutment on
the thrust member 7a of the cylinder 7 at the opposite
end. Such movement is permitted thanks to the slit of the
thrust member 9a, said slit housing the fixed upper plate
12 not allowing it to cause mechanical hindrance. Once
itis atits end stop, the thrust member 9a through its lower
arm ensures with certainty that the volumetric plate 3 is
also in an opening (or first) position, in this case abutting
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on the thrust member 6a (which in this configuration for
this purpose is indeed of increased height) of the cylinder
6. At this point, the mould is opened, with the holes of
the volumetric or adjustment plate 3 centered with those
of the bushes, and can thus be loaded for the formation
of "tall" stoppers.

[0029] Once the loading and compacting of the mate-
rial through pressing rods has indeed been carried out
in a known way (the feeding and pressing system being
in turn of a traditional type, see e.g. the previously cited
FI12014A000223, or patent 1T1218538), the cylinder 8
pulls back its thrust member 8a (figure 5e) to now act as
end stop abutment for the closure movement of the cen-
tral plate 21, pushed by means of the forward movement
of the thrust member 6a of the cylinder 6 as shown in
figure 5f, in which it can also be seen that this movement
also pushes along the volumetric plate 3 to the second
position. This simultaneous displacement is clearly in
turn for the production of stoppers of greater height. In-
deed, the holes of the volumetric plate 3 determine an
elongation of the volume of the respective bushes, and
by moving the two parts in a coordinated manner such a
volume is shut in the closure position, in this case, by the
upper fixed plate 12. In the same figure 5f it is also pos-
sible to see the rearwards movement of the cylinder 9
that by carrying the thrust member 9a in the rearwards
position helps the rightwards (as seen in the figures)
movement of the volumetric plate, eventually determin-
ing, again with its lower arm, a stop abutment thereof.
With this movement, the slit of the thrust member 9a frees
itself from the engagement with the upper fixed plate 12.
The mould is thus loaded and closed.

[0030] The cylinder 6 now makes its thrust member 6a
move back to free the mould (figure 5g), which can be
lowered to the final configuration of the cycle (figure 5h).
The cylinder 7 moves forward to close the shutter (figure
5i) and with the subsequent movement back of the same
cylinder (figure 5I) the cycle ends, arranging the station
for the start of the next cycle.

[0031] Now be it considered the circumstance in which
stoppers of lower height must be produced (figures 6a
to 6i). The cycle clearly has similar overall evolution with
respect to what has already described, with analogous
steps of arrival and lifting of the mould (figures 6a and
6b) and of opening of the mould by the thrust member
8a of the cylinder 8 (figure 6c¢). Also in this case, the
subsequent movement is represented by the opening of
the shutter 5 by the thrust member 9 (figure 6d); here,
however, the volumetric plate 3 is secured in abutment
in the opening (first) position by abutment with the thrust
member 7a’ of the cylinder 7 for closing the shutter. In-
deed, the movement of the volumetric plate 3 is now dis-
engaged from the thrust member 6a’ of the cylinder 6 for
closing the central plate.

[0032] The mould can at this point be loaded, with the
pressing rods lifting in this case flush with the upper end
of the bushes. The closure of the central plate 21 now
takes place as shown in figure 6e: the forwards move-
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ment of the thrust member 6a’ interferes with only the
central plate 21, the rightwards movement of which to
the closing position is assisted by the withdrawal/rear-
ward movement of the cylinder 8 that also here acts as
end stop abutment thereof. The cylinders 7, 9 for clos-
ing/opening the shutter remain stationary and with them
the volumetric plate 3 (in the first position) and the upper
fixed plate 12. In such a situation, stoppers of lower height
(which corresponds to the net height of the bush) are
thus made because the bushes indeed slide, in their ac-
tuation motion driven via the central plate 21 by the thrust
member 6a’, with respect to the adjustment plate 3 that
remains stationary, and it is the latter, with its solid part,
that shuts the opening of the bushes in the closure posi-
tion.

[0033] The mould, closed and loaded, must be freed
by making the cylinder 6 move rearwards (figure 6f), and
then it is lowered (figure 6g). The cylinder 7 for closing
the shutter operates with the thrust member 7a’ making
the shutter itself move forward until it abuts on the top
arm of the thrust member 9 (figure 6h) and finally with
the withdrawal of the same cylinder 7 the end of cycle is
reached according to figure 6i.

[0034] In both configurations, the movement of the
central plate 21, and with it of the bushes 2, will therefore
take place between an opening position, in which the
bushes, and more specifically the relative seats, corre-
spond with the holes of the fixed plates and it is thus
possible to carry out the loading of the doses of cork
granules, and a closure position, to allow the moulding
step, in which the bushes are closed by the inner face of
the lower plate 11 and by the inner face of the upper plate
12, or by the inner face of the adjustment plate 3 depend-
ing on the circumstances.

[0035] The two heights of stoppers that can be made
are typically 39 mm and 45 mm, by means of an adjust-
ment plate having a height of 6 mm, these being the most
common standards in the field, but obviously, based on
the same principle, different sizes can be obtained.
[0036] Therefore, it is clear that with the adjustment
system according to the invention the result of making
the moulding apparatus suitable for making two different
sizes of stoppers with a very fast and easy conversion is
obtained; such conversion between the two arrange-
ments consisting only in the replacement of two thrust
members of the actuation cylinders and a minimal vari-
ation of the operative sequence that can easily and ob-
viously be set on the control means of the apparatus. In
practice, the mould does not undergo any intrinsic
change of configuration, remaining the same (of simpli-
fied structure with respect to the system known previous-
ly and with the volumetric plate always remaining me-
chanically independent) for the two options, the different
functionality of which being handled by the actuation sys-
tem.

[0037] The adjustment plate 3 arranged in the upper
part of the mould also makes it possible to avoid the re-
placement of the lifting heads, a simple adjustment of the



9 EP 3 231 567 B1 10

pressing rods being sufficient.

[0038] The present disclosure has been described up
to now with reference to a preferred embodiment thereof.
It should be understood that there can be other embod-
iments, whereby the scope of protection is defined by
claims given below.

Claims

1. A moulding apparatus for manufacturing agglomer-
ated cork stoppers, comprising: mould transporta-
tion means to at least one moulding station; said
mould comprising a pair of fixed plates (11, 12) par-
allel and spacedin a heightdirection (Z), distributions
ofholes formed in said plates and adapted to become
mutually centered between plate and plate, a plural-
ity of cylindrical moulding bushes (2) defining respec-
tive seats, in a number that corresponds to the
number of said holes and arranged between the fixed
plates with respective axes parallel with said height
direction (Z), said bushes being made mutually inte-
gral by a central plate (21) adapted to displace the
bushes along a direction of actuation (X) orthogonal
with the height direction (Z) for a relative run between
an opening position, in which an alignment between
the holes of the fixed plates and the seats of the
bushes (2) is obtained, and a closure position in
which said seats of the bushes become shut by the
fixed plates, the mould further comprising an adjust-
mentplate (3) in contact with either of the fixed plates
(12), having in turn a distribution of holes (31) match-
ing the distribution of holes in said fixed plate and
adapted to be displaced along said direction of ac-
tuation (X) for a run from a first to a second position
corresponding to the relative run between the central
plate (21) and the fixed plates, whereby said bushes
(2) abut at an axial end on said adjustment plate (3)
and at the opposite end on a fixed plate, the adjust-
ment plate (3) being free to slide in said direction of
actuation (X) from the first to the second position
independently from said central plate (21) to keep
its holes disaligned or aligned to the seats of the
bushes and consequently define in either case a
moulding space with greater or lower height; agglom-
erated cork loading means for loading the cork in
said mould (1) arranged in said moulding station;
wherein said moulding station further provides drive
means (6, 7, 8, 9) of at least said central plate (21)
and said adjustment plate (3), comprising thrust
means adapted to push the plates atrespective ends
according to said direction of actuation (X) to dis-
place them accordingly, and adapted to be config-
ured in a first configuration, for obtaining stoppers of
greater height, in which the thrust on said central
plate (21) from said opening position to said closing
position carries along also said adjustment plate (3)
from the first to the second position, whereby the
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moulding space is defined between the two fixed
plates (11, 12), and in a second configuration, for
obtaining stoppers of reduced height, in which the
thrust on said central plate from said opening posi-
tion to said closing position does not affects said ad-
justment plate (3) that remains in the first position,
whereby the molding space is defined between a
fixed plate and the same adjustment plate (3), the
apparatus further comprising control means pro-
grammed to control at least said drive means (6, 7,
8, 9) according to respective different operating se-
quences depending on the fact that the same drive
means are configured in either said first or said sec-
ond configuration.

The apparatus according to claim 1, wherein said
adjustment plate (3) is adjacent with an upper fixed
plate (12), at a higher elevation along said height
direction (Z).

The apparatus according to claim 2, wherein said
cork loading means comprise a shutter (5) movable
in said direction of actuation (X) between an opening
or loading position and a closing position, said drive
means comprising: at a first end, a central plate clo-
sure linear actuator (6) for closing said central plate
(21) and, thereabove, a shutter closure linear actu-
ator (7); at a second end opposed to the first end, a
central plate opening linear actuator (8) for opening
said central plate (21) and, thereabove, a shutter
opening linear actuator (9); and wherein said closure
actuators (6, 7) provides replaceable thrust means
comprising: in said first configuration, a central plate
closure thrust member (6a) having an increased
height, adapted to push at the same time the central
plate (21) and said adjustment plate (3), and a shutter
closure thrust member (7a) having a reduced height
adapted to push only the shutter (5); in said second
configuration, a central plate closure thrust member
(6a’) of reduced height, adapted to push only the
central plate (21), and a shutter closure thrust mem-
ber (7a’) having an increased height, adapted to
push at the same time the shutter (5) and the adjust-
ment plate (3).

The apparatus according to claim 3, wherein said
shutter closure thrust member (7a) having a reduced
height is adapted to slide over a top end of said cen-
tral plate closure thrust member (6a) having an in-
creased height, and wherein said shutter closure
thrust member (7a’) having an increased height has
adownwards projecting part, spaced from the central
plate closure thrust member (6a’) of reduced height.

The apparatus according to claim 4, wherein said
shutter closure thrust member (7a, 7a’) comprises a
rear portion that rests for reference and guide pur-
poses on a stem od said central plate closure linear
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actuator (6).

The apparatus according to any of the claims from
3 to 5, wherein said shutter opening linear actuator
(9) comprises a C-shaped thrust member (9a), com-
prising a top arm for abutment on an end of the shut-
ter (5), a lower arm for abutment on said adjustment
plate (3) and aslitthat spaces said arms and is adapt-
ed to accommodate said upper fixed plate (12).

The apparatus according to any of the claims from
3 to 6, wherein said transportation means comprise
lifting means adapted to lift and lower said mould in
said moulding station according to said height direc-
tion (Z) between alowered arrival position and a lifted
loading position in which said upper fixed plate (12)
comes into contact with said shutter (5).

The apparatus according to any of the claims from
3 to 7, wherein said linear actuators (6, 7, 8, 9) are
arranged so that an advanced, actuation position of
a thrust member at an end of the actuated element
causes the same elementto abuton a corresponding
thrust member at the opposite end.

The apparatus according to any of the previous
claims, wherein said central plate (21) with said
bushes (2) comprises at least one peg (22) that also
projects in the height direction (Z) and slidably en-
gaged with guiding slots (16, 17) formed in the fixed
plates and elongated according to said direction of
actuation (X).

The apparatus according to any of the claims from
3 to 9, wherein said programmed sequence control-
ling the drive means in said first configuration pro-
vides, starting from a situation in which all the linear
actuators are in a rearwards displaced position: lift-
ing the mould; make the central plate opening actu-
ator (8) advance; make the shutter opening actuator
(9) advance; load the mould; make the central plate
closure actuator (6) advance, while or after the cen-
tral plate opening actuator (8) and the shutter open-
ing actuator (9) move or have moved rearwards;
make the central plate closure actuator (6) move
rearwards; lower the mould; make the shutter clo-
sure actuator (7) advance; make the shutter closure
actuator (7) move rearwards; and wherein said pro-
grammed sequence controlling the drive means in
said second configuration provides, starting from a
situation in which all the linear actuators arein arear-
wards displaced position: lifting the mould; make the
central plate opening actuator (8) advance; make
the shutter opening actuator (9) advance; load the
mould; make the central plate closure actuator (6)
advance, while or after the central plate opening ac-
tuator (8) moves or has moved rearwards and while
the shutter opening actuator (9) is kept still in the
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advanced position; make the central plate closure
actuator (6) and the shutter opening actuator (9)
move rearwards; lower the mould; make the shutter
closure actuator (7) advance; make the shutter clo-
sure actuator (7) move rearwards.

Patentanspriiche

1.

Formvorrichtung zum Herstellen von agglomerierten
Korkstoppern, enthaltend: Form-Transporteinrich-
tungen zu wenigstens einer Formstation; wobei die
Form enthalt ein Paar von fixierten Platten (11, 12),
die parallel und in der Héhenrichtung (Z) beabstan-
det sind, Verteilungen von Lochern, die in den Plat-
ten ausgebildet sind und ausgelegt sind, wechsel-
seitig zwischen Platte und Platte zentriert zu werden,
eine Mehrzahl von zylindrischen Formhdlsen (2), die
jeweilige Sitze definieren, in einer Anzahl, die der
Anzahl von den Léchern entspricht, und zwischen
den fixierten Platten mit jeweiligen Achsen angeord-
net, die zu der Hohenrichtung (Z) parallel sind, wobei
die Hulsen wechselseitig durch eine zentrale Platte
(21) integral gemacht sind, die ausgelegt ist, um die
Hulsen langs einer Betatigungsrichtung (X), die or-
thogonal zu der Héhenrichtung (Z) ist, fir eine rela-
tive Verstellung zwischen einer Offnungsposition, in
der eine Ausrichtung zwischen den Léchern der fi-
xierten Platten und den Sitzen der Hilsen (2) erhal-
tenist, und einer Schlielposition, in der die Sitze der
Hilsen von den fixierten Platten verschlossen wer-
den, wobei die Form ferner in Kontakt mit einer der
fixierten Platten (12) eine Einstellplatte (3) enthalt,
die wiederum eine Verteilung von Léchern (31) hat,
die mit der Verteilung von Léchern in der fixierten
Platte zusammenpasst, und ausgelegt ist, um langs
der Betatigungsrichtung (X) verstellt zu werden, flr
eine Verstellung von einer ersten in eine zweite Po-
sition, was der relativen Verstellung zwischen der
zentralen Platte (21) und den fixierten Platten ent-
spricht, wodurch die Hilsen (2) an einem axialen
Ende an der Einstellplatte (3) an dem entgegenge-
setzten Ende an einer fixierten Platte anliegen, wo-
bei die Einstellplatte (3) frei ist, um sich in der Beta-
tigungsrichtung (X) von der ersten in die zweite Po-
sition unabhangig von der zentralen Platte (21) zu
verstellen, um ihre Locher unausgerichtet oder aus-
gerichtet zu den Sitzen der Hilsen zu halten und
folglich in jedem Fall einen Formraum gréRerer oder
niedrigerer Héhe definiert; Beladungseinrichtungen
fur agglomerierten Kork, um den Kork in die Form
(1) zu laden, die in der Formstation angeordnet ist;
wobei die Formstation ferner wenigstens fur die zen-
trale Platte (21) und die Einstellplatte (3) Antriebs-
einrichtungen (6, 7, 8, 9) bereitstellt, die Schubein-
richtungen enthalten, die ausgelegt sind, um die
Platten an jeweiligen Enden gemaR der Betatigungs-
richtung (X) zu schieben, um sie entsprechend zu
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verstellen, und ausgelegt sind, um konfiguriert zu
werden in einer ersten Konfiguration, um Stopper
einer grofReren Hohe zu erhalten, in der der Schub
ander zentralen Platte (21) von der Offnungsposition
in die SchlieRposition auch die Einstellplatte (3) von
der ersten zur zweiten Position mitnimmt, wodurch
der Formraum zwischen den zwei fixierten Platten
(11, 12) definiert ist, und in einer zweiten Konfigura-
tion, um Stopper einer verringerten Héhe zu erhal-
ten, in der sich der Schub an der zentralen Platte
von der Offnungsposition in die SchlieBposition nicht
auf die Einstellplatte (3) auswirkt, die in der ersten
Position bleibt, wodurch der Formraum zwischen ei-
ner fixierten Platte und derselben Einstellplatte (3)
definiert ist, wobei die Vorrichtung ferner Steuerein-
richtungen enthalt, die programmiert sind, um we-
nigstens die Antriebseinrichtungen (6,7, 8,9) geman
den jeweiligen verschiedenen Betatigungssequen-
zen in Abhangigkeit von der Tatsache zu steuern,
dass dieselben Antriebseinrichtungen in entweder
der ersten oder der zweiten Konfiguration konfigu-
riert sind.

Vorrichtung nach Anspruch 1, wobei die Einstellplat-
te (3) benachbart einer oberen fixierten Platte (12)
auf einer hdheren Héhe langst der Héhenrichtung
(2) ist.

Vorrichtung nach Anspruch 2, wobei die Korkbela-
dungseinrichtungen einen Verschluss (5) enthalten,
der in der Betatigungsrichtung (X) zwischen einer
Offnungs- oder Beladungsposition und einer
SchlieRposition beweglich ist, wobei die Antriebsein-
richtungen enthalten: an einem ersten Ende einen
Linearaktuator (6) zum SchlieRen der zentralen Plat-
te, um die zentrale Platte (21) zu schlieRen, und dar-
Uber einen Linearaktuator (7) zum SchlieRen des
Verschlusses; an einem zweiten Ende entgegenge-
setzt zu dem ersten Ende einen Linearaktuator (8)
zum Offnen der zentralen Platte, um die zentrale
Platte (21) zu 6ffnen, und darliber einen Linearaktu-
ator (9) zum Offnen des Verschlusses; und wobei
die SchlieRaktuatoren (6, 7) ersetzbare Schubein-
richtungen bereitstellen, die enthalten: in der ersten
Konfiguration ein Schubglied (6a) zum SchlieRen
der zentralen Platte mit einer vergroRerten Hohe,
das ausgelegt ist, um gleichzeitig die zentrale Platte
(21) und die Einstellplatte (3) zu schieben, und ein
Schubglied (7a) zum SchlieRen des Verschlusses
mit einer verringerten Hohe, das ausgelegt ist, um
nur den Verschluss (5) zu schieben; in der zweiten
Konfiguration ein Schubglied (6a’) zum SchlieRen
der zentralen Platte mit einer verringerten Héhe, das
ausgelegt ist, um nur die zentrale Platte (21) zu
schieben, und ein Schubglied (7a’) zum Schlieen
des Verschlusses mit einer vergrof3erten Hohe, das
ausgelegtist, um gleichzeitig den Verschluss (5) und
die Einstellplatte (3) zu schieben.
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4.

10.

Vorrichtung nach Anspruch 3, wobei das Schubglied
(7a) zum SchlielRen des Verschlusses mit einer ver-
ringerten Hohe ausgelegt ist, um sich Uber ein obe-
res Ende des Schubgliedes (6a) zum Schlielen der
zentralen Platte mit einer vergréRerten Hohe zu ver-
stellen, und wobei das Schubglied (7a’) zum Schlie-
Ren des Verschlusses mit einer vergroRerten Hohe
ein abwarts vorstehendes Teil hat, das von dem
Schubglied (6a’) zum Schlief3en der zentralen Platte
mit einer verringerten Hohe beabstandet ist.

Vorrichtung nach Anspruch 4, wobei das Schubglied
(7a, 7@’) zum SchlieRen des Verschlusses ein hin-
teres Teil hat, das fur Referenz- und Fihrungszwe-
cke auf einem Schaft an dem Linearaktuator (6) zum
SchlieRen der zentralen Platte ruht.

Vorrichtung nach einem der Anspriiche von 3 bis 5,
wobei der Linearaktuator (9) zum Offnen des Ver-
schlusses ein C-férmiges Schubglied (9a) enthalt,
das einen oberen Arm zur Anlage an einem Ende
des Verschlusses (5), einen unteren Arm zur Anlage
an der Einstellplatte (3) und einen Schlitz enthalt,
der die Arme beabstandet und ausgelegt ist, um die
obere fixierte Platte (12) unterbringt.

Vorrichtung nach einem der Anspriiche von 3 bis 6,
wobei die Transporteinrichtungen Hebeeinrichtun-
gen enthalten, die ausgelegt sind, um die Form in
der Formstation entsprechend der Héhenrichtung
(Z) zwischen einer abgesenkten Ankunftsposition
und einer angehobenen Beladungsposition zu he-
ben und zu senken, in der die obere fixierte Platte
(12) in Kontakt mit dem Verschluss (5) kommt.

Vorrichtung nach einem der Anspriiche von 3 bis 7,
wobeidie Linearaktuatoren (6, 7, 8, 9) so angeordnet
sind, dass eine vorgeschobene Betatigungsposition
eines Schubgliedes an einem Ende des betatigten
Elements dasselbe Element veranlasst, an einem
entsprechenden Schubglied an dem entgegenge-
setzten Ende anzuliegen.

Vorrichtung nach einem der vorhergehenden An-
spriiche, wobei die zentrale Platte (21) mit den Hul-
sen (2) wenigstens einen Zapfen (22) enthalt, der
auch in der Héhenrichtung (Z) vorsteht und verstell-
bar mit Fihrungsschlitzen (16, 17) in Eingriff ist, die
in den fixierten Platten ausgebildet sind und entspre-
chend der Betatigungsrichtung (X) ausgedehnt sind.

Vorrichtung nach einem der Anspriiche von 3 bis 9,
wobei die programmierte Sequenz, die die Antriebs-
einrichtungen in der ersten Konfiguration steuert, be-
ginnend bei einer Situation, in der alle Linearaktua-
toren in einer rlickwarts verstellten Position sind, be-
reitstellt: Anheben der Form; Veranlassen des Aktu-
ators (8), der die zentrale Platte 6ffnet, vorzugehen;
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Veranlassen des Aktuators (9), der den Verschluss
offnet, vorzugehen; Beladen der Form; Veranlassen
des Aktuators (6), der die zentrale Platte schliel3t,
vorzugehen, wahrend oder nachdem der Aktuator
(8), der die zentrale Platte 6ffnet, und der Aktuator
(9), der den Verschluss 6ffnet, sich rickwarts bewe-
gen oder bewegt haben; Veranlassen des Aktuators
(6), der die zentrale Platte schlieRt, zurlickzugehen;
Absenken der Form; Veranlassen des Aktuators (7),
der den Verschluss schliet, vorzugehen; Veranlas-
sen des Aktuators (7), der den Verschluss schlief3t,
zurlickzugehen; und wobei die programmierte Se-
quenz, die die Antriebseinrichtungen in der zweiten
Konfiguration steuert, beginnend bei einer Situation,
in der alle Linearaktuatoren in einer riickwarts ver-
stellten Position sind, bereitstellt: Anheben der
Form; Veranlassen des Aktuators (8), der die zen-
trale Platte 6ffnet, vorzugehen; Veranlassen des Ak-
tuators (9), der den Verschluss 6&ffnet, vorzugehen;
Beladen der Form; Veranlassen des Aktuators (6),
der die zentrale Platte schlielt, vorzugehen, wah-
rend oder nachdem der Aktuator (8), der die zentrale
Platte 6ffnet, sich riickwarts bewegt oder bewegt hat
und wahrend der Aktuator (9), der den Verschluss
o6ffnet, noch in der vorgeschobenen Position gehal-
ten wird; Veranlassen des Aktuators (6), der die zen-
trale Platte schliel3t, und des Aktuators (9), der den
Verschluss o6ffnet, zurlickzugehen; Absenken der
Form; Veranlassen des Aktuators (7), der den Ver-
schluss schliet, vorzugehen; Veranlassen des Ak-
tuators (7), der den Verschluss schlief3t, zurtickzu-
gehen.

Revendications

Un appareil de moulage pour fabriquer des bou-
chons en liege aggloméré, comprenant: des
moyens pour transporter un moule vers au moins
une station de moulage ; ledit moule comprenant
une paire de plaques fixes (11, 12) paralléles et es-
pacées selon une direction verticale (Z), des distri-
butions d’orifices formés dans lesdites plaques et
adaptés pour se centrer mutuellement entre plaque
et plaque, une pluralité de manchons de moulage
cylindriques (2) définissant des sieges respectifs, en
un nombre qui correspond au nombre desdits orifi-
ces etdisposés entre les plaques fixes avec des axes
respectifs paralléles a ladite direction verticale (Z),
lesdits manchons étant rendus mutuellement soli-
daires par une plaque centrale (21) adaptée pour
déplacer les manchons selon une direction d’action-
nement (X) orthogonale a la direction verticale (Z)
pour un déplacement relatif entre une position
d’ouverture, dans laquelle est obtenu un alignement
entre les orifices des plaques fixes et les siéges des
manchons (2), et une position de fermeture dans la-
quelle lesdits sieges des manchons sont obturés par
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les plaques fixes, le moule comprenant en outre une
plaque de réglage (3) en contact avec 'une ou I'autre
des plaques fixes (12), comportant a son tour une
distribution d’orifices (31) correspondant a la distri-
bution des orifices dans ladite plaque fixe et adaptée
pour étre déplacée le long de ladite direction d’ac-
tionnement (X) pour un déplacement d’une premiere
a une seconde position correspondant au déplace-
ment relatif entre la plaque centrale (21) et les pla-
quesfixes dans lequel lesdits manchons (2) viennent
buter a une extrémité axiale sur ladite plaque de ré-
glage (3) et a I'extrémité opposée sur une plaque
fixe, la plaque de réglage (3) étant libre de coulisser
dans ladite direction d’actionnement (X) de la pre-
miére a la seconde position indépendamment de la-
dite plaque centrale (21) pour maintenir ses orifices
désalignés ou alignés par rapport aux sieges des
manchons et par conséquent définir dans chaque
cas un espace de moulage avec une plus grande ou
plus petite hauteur ; des moyens de chargement en
liege aggloméré pour charger le liege dans ledit mou-
le (1) agencé dans ledit poste de moulage ; dans
lequel ladite station de moulage comporte en outre
des moyens d’entrainement (6, 7, 8, 9) d’au moins
ladite plaque centrale (21) etladite plaque de réglage
(3), comprenant des moyens de poussée congus
pour pousser les plaques a leurs extrémités respec-
tives selon ladite direction d’actionnement (X) pour
les déplacer en conséquence, et adaptés pour étre
configurés dans une premiere configuration, pour
obtenir des butées de plus grande hauteur, ce en
quoi la poussée sur ladite plaque centrale (21) de
ladite position d’ouverture a ladite position de ferme-
ture entraine également ladite plaque de réglage (3)
de la premiére a la seconde position, I'espace de
moulage étant alors défini entre les deux plaques
fixes (11, 12), et dans une seconde configuration,
pour obtenir des butées de hauteur réduite, ce en
quoi la poussée sur ladite plaque centrale de ladite
position d’ouverture a ladite position de fermeture
n’affecte pas ladite plaque de réglage (3) qui reste
danslapremiére position, 'espace de moulage étant
alors défini entre une plaque fixe et la méme plaque
de réglage (3), I'appareil comprenant en outre des
moyens de commande programmeés pour comman-
der au moins lesdits moyens d’entrainement (6, 7,
8, 9) selon des séquences de fonctionnement diffé-
rentes respectives dépendant du fait que les mémes
moyens d’entrainement sont configurés dans ladite
premiere ou ladite seconde configuration.

L’'appareil selonlarevendication 1, dans lequelladite
plaque de réglage (3) est adjacente a une plaque
fixe supérieure (12), a une hauteur supérieure défi-
nie le long de ladite direction verticale (Z).

L’appareil selon la revendication 2, dans lequel les-
dits moyens de chargement en liege comprennent
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un obturateur (5) mobile selon ladite direction d’ac-
tionnement (X) entre une position d’ouverture ou de
chargement et une position de fermeture, lesdits
moyens d’entrainement comprenant : a une premie-
re extrémité un actionneur linéaire de fermeture de
plaque (6) pour fermer ladite plaque centrale (21) et,
au-dessus, un actionneur linéaire de fermeture d’ob-
turateur (7) ; a une seconde extrémité opposée a la
premiére extrémité, un actionneur linéaire d’ouver-
ture de plaque centrale (8) pour ouvrir ladite plaque
centrale (21) et, au-dessus, un actionneur linéaire
d’ouverture d’obturateur (9) ; et dans lequel lesdits
actionneurs de fermeture (6, 7) comportent des
moyens de poussée interchangeables comprenant:
dans ladite premiére configuration, un élément de
poussée de fermeture de plaque centrale (6a) ayant
une hauteur accrue, adapté pour pousser en méme
temps la plaque centrale (21) et ladite plaque de ré-
glage (3), et un élément de poussée de fermeture
d’obturateur (7a) ayant une hauteur réduite adapté
pour pousser uniqguement I'obturateur (5) ; dans la-
dite seconde configuration, un élément de poussée
de fermeture de plaque centrale (6a’) de hauteur ré-
duite, adapté pour pousser uniquement la plaque
centrale (21), etun élémentde poussée de fermeture
d’obturateur (7a’) ayant une hauteur accrue, adapté
pour pousser en méme temps 'obturateur (5) et la
plaque de réglage (3).

L’appareil selon la revendication 3, dans lequel ledit
élément de poussée de fermeture d’obturateur (7a)
ayant une hauteur réduite est adapté pour glisser
sur une extrémité supérieure dudit élément de pous-
sée de fermeture de plaque centrale (6a) ayant une
hauteur accrue, etdans lequel ledit élément de pous-
sée de fermeture d’obturateur (7a’) ayant une hau-
teur accrue a une partie saillante vers le bas, espa-
cée de I'élément de poussée de fermeture de plaque
centrale (6a’) de hauteur réduite.

L’appareil selon la revendication 4, dans lequel ledit
élément de poussée de fermeture d’obturateur (7a,
7a’) comprend une partie arriere qui repose a des
fins de référence et de guidage sur une tige dudit
actionneur linéaire de fermeture de plaque centrale

(6).

L’appareil selon I'une quelconque des revendica-
tions 3 a 5, dans lequel ledit actionneur linéaire
d’ouverture d’obturateur (9) comprend un élément
de poussée en forme de C (9a), comprenant un bras
supérieur pour buter sur une extrémité de I'obtura-
teur (5), un bras inférieur pour buter sur ladite plaque
de réglage (3) et une fente qui sépare lesdits bras
et est adaptée pour recevoir ladite plaque fixe supé-
rieure (12).

L’appareil selon I'une quelconque des revendica-

10

15

20

25

30

35

40

45

50

55

10

10.

tions 3 a 6, dans lequel lesdits moyens de transport
comprennent des moyens de levage adaptés pour
soulever et abaisser ledit moule dans ladite station
de moulage selon ladite direction verticale (Z) entre
une position d’arrivée abaissée et une position de
chargement soulevée, ce en quoi ladite plaque fixe
supérieure (12) vient en contact du dit obturateur (5).

L’appareil selon I'une quelconque des revendica-
tions 3 a 7, dans lequel lesdits actionneurs linéaires
(6, 7, 8, 9) sont agencés de fagon qu’une position
d’actionnement avancée d’'un élément de poussée
a une extrémité de I'élément actionné provoque le
fait que le méme élément vient en butée sur un or-
gane de poussée correspondant a I'extrémité oppo-
sée.

L’'appareil selon I'une quelconque des revendica-
tions précédentes, dans lequel ladite plaque centrale
(21) avec lesdits manchons (2) comprend au moins
une cheville (22) qui fait également saillie dans la
direction verticale (Z) et coopere de fagon coulissan-
teavecdesfentes de guidage (16, 17) réaliséesdans
les plaques fixes et s’étendant selon ladite direction
d’actionnement (X).

L’appareil selon I'une quelconque des revendica-
tions 3 a9, dans lequel ladite séquence programmée
commandant les moyens d’entrainement dans ladite
premiere configuration permet, a partir d’une situa-
tion dans laquelle tous les actionneurs linéaires sont
dans une position déplacée vers l'arriére : de lever
le moule; de faire avancer I'actionneur d’ouverture
de plaque centrale (8); de faire avancer I'actionneur
d’ouverture d’obturateur (9); de charger le moule; de
faire avancer l'actionneur de fermeture de plaque
centrale (6), pendant ou aprés que l'actionneur
d’ouverture de plaque centrale (8) et I'actionneur
d’ouverture d’obturateur (9) sont déplacés ou ont été
déplacés vers l'arriére; de faire reculer I'actionneur
de fermeture de plaque centrale (6); d’abaisser le
moule; de faire avancer I'actionneur de fermeture
d’obturateur (7); de faire reculer I'actionneur de fer-
meture d’obturateur (7); et dans lequel ladite sé-
quence programmée commandantles moyens d’en-
trainement dans ladite deuxiéme configuration per-
met, a partir d'une situation dans laquelle tous les
actionneurs linéaires sont dans une position dépla-
cée vers 'arriére : de lever le moule; de faire avancer
I'actionneur d’ouverture de plaque centrale (8); de
faire avancer I'actionneur d’ouverture d’obturateur
(9); de charger le moule; de faire avancer I'action-
neur de fermeture de plaque centrale (6), pendant
ou aprés que l'actionneur d’ouverture de plaque cen-
trale (8) est déplacé ou a été déplacé vers l'arriere
et pendant que I'actionneur d’ouverture d’obturateur
(9) est maintenu en position avancée; de faire en
sorte que l'actionneur de fermeture de plaque cen-
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trale (6) et I'actionneur d’ouverture d’obturateur (9)
se déplacent vers I'arriére; d’abaisser le moule; de
faire avancer 'actionneur de fermeture d’obturateur
(7); et faire reculer I'actionneur de fermeture d’obtu-
rateur (7).
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