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(57) A rotatably automatic molding machine and a
method of operating the same contains: a suction mold
(31) configured to move into an accommodation tank (33)
so as to draw pulps, thus producing a pulp layer; a cold
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pressing mold (32) configured to contact with the suction S—|
mold (31) to form a molded pulp; a first hot pressing mold 22—
(41) and a second hot pressing mold (42) which contact

with each other to hot press a molded pulp; a delivering [
mold (44) configured to deliver the molded pulp; and a
picking arm (43) including a picker (432) which has a
moving portion and a sucker configured to draw the mold- D y
ed pulp to move away from the delivering mold (44) up- ™
ward. Thereafter, a slide mechanism (431) of the picking -
arm (43) is driven to move above a delivery mechanism
(45). After stopping the picker (432) drawing the molded
pulp, the molded pulp drops on and is delivered by the
delivery mechanism (45).
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Description
FIELD OF THE INVENTION

[0001] The present invention relates to a rotatably au-
tomatic molding machine of making molded pulp and
method of operating the same which is capable of accel-
erating production time and reducing fabrication cost.

BACKGROUND OF THE INVENTION

[0002] At present, there have been developed prod-
ucts that are made by mixing pulp fiber materials and/or
plantfiber materials as pulp materials, and then attaching
the pulp to the pulp through a suction mold, and then
undergoing hot-pressing and shaping technology, in or-
der to distinguish it from "plastic products”, Generally re-
ferred to as "paper-plastic products. "Paper-plastic prod-
ucts have the advantage of being easily recycled, reman-
ufactured and reused. They are in line with the trend of
environmentally friendly reuse and energy saving and
carbon reduction. Therefore, they are quickly accepted
and adopted by the business community and the general
public. Paper-plastic products are often seen such as
bowls, plates, cups, covers, packaging materials, shock-
absorbing materials, cushion materials and other prod-
ucts are gradually being adopted.

[0003] Itis known thata method of making paper-plas-
tic products with small draft angles generally must go
through three continuous operations: "suction forming",
"hot pressing shaping" and "finished product transfer".
As shown in FIG. 1, a conventional method of making
paper-plastic products contains a first operation space
10; a suction mold 11 fixed in the first operation space
10, driven to move and rotate vertically, facing downward
when returns back to an original position. The suction
mold 11 is connected with a first pumping device to draw
and blow the suction mold 11; a cold pressing mold 12
mounted on a top of the first operation space 10, facing
downward, connected with a second pumping device to
draw and blow the cold pressing mold 12; an accommo-
dation tank 12 disposed on a bottom of the first operation
space 10 and configured to accommodate pulps; a sec-
ond operation space 20 defined beside the first operation
space 10; a first hot pressing mold 21 disposed on a top
of the second operation space 20, located adjacent to
the first operation space 10, connected with a third pump-
ing device, and configured to draw and blow the first hot
pressing mold 21; a second hot pressing mold 22 fixed
on a bottom of the second operation space 20, moving
horizontally, connected with a fourth pumping device,
configured to draw and blow the second hot pressing
mold 22; a delivering mold 23 mounted on a top of the
second operation space 20, located proximate to the first
hot pressing mold 21, connected with a fourth pumping
device, and configured to draw and blow the delivering
mold 23; and a holding platform 24 arranged adjacent to
the second hot pressing mold 22, moving with the second
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hot pressing mold 22, and locate outside the second op-
eration space 20 when returning to an original position.
[0004] With reference to FIGS. 2-9, a method of oper-
ating a conventional rotatable molding machine contains
steps of:

1) starting the first pumping device and descending
the suction mold 11, as shown in FIG. 2, such that
the suction mold 11 moves into the accommodation
tank 13 to draw the pulps, thus forming a pulp layer
on the suction mold 11, and moving the second hot
pressing mold 22 to locate below the first hot press-
ingmold 21, wherein the holding platform 24 is driven
to move into the second operation space 20 and is
located below the delivering mold 23;

2) lifting the suction mold 11 to move away from the
accommodation groove 13, as shown in FIG. 3, ro-
tating the suction mold 11 to face the pulp layer up-
ward and to contact with the cold pressing mold 12,
thus producing a molded pulp, wherein the first and
second pumping devices draw and blow the suction
mold 12 to reduce humidity of the molded pulp;

3) operationally changing the second pumping de-
vice to blow when reaching a set molding time, such
that the molded pulp removes from the cold pressing
mold 12, and moving the suction mold 11 away from
the cold pressing mold 22 and rotating the suction
mold downward, in the meantime, moving the sec-
ond hot pressing mold 22 to locate below the suction
mold 11, and the holding platform 24 being driven to
move;

4) descending the suction mold 11 to contact with
the second hot pressing mold 22, as illustrated in
FIG. 5, and starting the fourth pumping device so
that the second hot pressing mold 22 draws the mold-
ed pulp, and the first pumping device being opera-
tionally changed to blow so that the molded pulp re-
moves from the suction mold 11;

5) lifting the suction mold 11 to back to an original
position, as shown in FIG. 6, moving the second hot
pressing mold 22 to locate below the first hot press-
ing mold 21 reversely, and moving the firsthot press-
ing mold 31 downward to contact with the second
hot pressing mold 22, thus producing the molded
pulp, wherein the third and fourth pumping devices
are started to blow the blank, thus forming the mold-
ed pulp;

6) operational changing the third pumping device to
blow, when reaching a set molding time, as illustrat-
edinFIG. 7, such that the molded pulp removes from
the first hot pressing mold 21, and lifting the first hot
pressing mold 21 back to the original position, mov-
ing the second hot pressing mold 22 to locate below
the delivering mold 23, in the meantime, the holding
platform 24 being driven to move, and the delivering
mold 23 being descended to contact with the second
hot pressing mold 22, and the fourth pumping device
being operationally changed to blow so that the
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molded pulp removes from the second hot pressing
mold 22, and the fifth pumping device being started
to draw so that the delivering mold 23 draws the
molded pulp;

7) lifting the delivering mold 23 to move back to an
original position, as shown in FIG. 8, and moving the
second hot pressing mold 22 to locate below the first
hot pressing mold 21, wherein the holding platform
23 being driven to move to locate below the deliver-
ing mold 23, and the fifth pumping device is opera-
tionally changed to blow , such that the molded pulp
drops on the holding platform 24; and

8) moving the second hot pressing mold 22 to locate
below the delivering mold 23 so that the holding plat-
form 24 receives and moves the molded pulp out of
the second operation space 20, thus removing the
molded pulp from the holding platform.

[0005] Accordingly, the making steps are classified to
three production cycle, inclusive of "pulp forming time",
"hot pressing time", and "delivering time", and the second
hot pressing mold 22 is moved in the "pulp forming time
in the first operation space 10", "the hot pressing time",
and "the delivering time in the second operation space
20". However, such a production cycle is time-consuming
at a high fabrication cost.

[0006] The present invention has arisen to mitigate
and/or obviate the afore-described disadvantages.

SUMMARY OF THE INVENTION

[0007] The primary aspect of the present invention is
to provide a rotatably automatic molding machine of mak-
ing molded pulp and method of operating the same which
is capable of accelerating production time and reducing
fabrication cost.

[0008] To obtain above-mentioned object, a rotatably
automatic molding machine provided by the present in-
vention contains:

afirst operation space including a suction mold fixed
in the first operation space; a cold pressing mold
arranged in the first operation space; and an accom-
modation tank formed on a bottom of the first oper-
ation space and configured to accommodate pulps;
a second operation space formed beside the first
operation space, and the second operation space
including a first hot pressing mold arranged on a top
of the second operating space and located adjacent
to the first operation space; a second hot pressing
mold arranged on a bottom of the second operation
space and moving horizontally; a delivering mold
fixed beside, connected and moving with the second
hot pressing mold, and having a receiving mold; and
a picking arm located proximate to the first hot press-
ing mold, having an extending end located on a top
of athird operation space, and a distal end extending
out of the third operation space; a slide mechanism
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extending out of a distal end of the third operation
space from a top of the first hot pressing mold; and
a picker connected on a bottom of the slide mecha-
nism and moving with the slide mechanism.

[0009] Preferably, the picker has a moving portion
moving vertically and has a sucker extending downward.
[0010] Preferably, the rotatably automatic molding ma-
chine further contains a delivery mechanism mounted
outside the third operation space and located below the
picking arm.

[0011] Preferably, the suction mold is driven to move
and rotate vertically.

[0012] Preferably, the cold pressing mold is arranged
on a top of the first operation space and faces downward.
[0013] A method of operating a rotatably automatic
molding machine, the rotatably automatic molding ma-
chine contains:

a first operation space including a suction mold fixed
in the first operation space; a cold pressing mold
arranged in the first operation space; and an accom-
modation tank formed on a bottom of the first oper-
ation space and configured to accommodate pulps;
a second operation space formed beside the first
operation space, and the second operation space
including a first hot pressing mold arranged on a top
of the second operating space and located adjacent
to the first operation space; a second hot pressing
mold arranged on a bottom of the second operation
space and moving horizontally; a delivering mold
fixed beside, connected and moving with the second
hot pressing mold, and having a receiving mold; and
a picking arm located proximate to the first hot press-
ing mold, having an extending end located on a top
of a third operation space, and a distal end extending
out of the third operation space; a slide mechanism
extending out of a distal end of the third operation
space from a top of the first hot pressing mold; and
a picker connected on a bottom of the slide mecha-
nism and moving with the slide mechanism. The
picker has a moving portion moving vertically and
has a sucker extending downward; and a delivery
mechanism mounted outside the third operation
space and located below the picking arm.

[0014] The method of operating the rotatably automat-
ic molding machine comprises steps of:

1) starting the first pumping device so that the suction
mold descends into the accommodation tank to suck
the pulps, hence the suction mold produces a pulp
layer on a bottom thereof;

2) lifting the suction mold to move away from the
accommodation tank and rotating the bottom of the
suction mold to face upward so that the pulp layer
faces upward;

3)lifting the suction mold continuously to contact with
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the cold pressing mold so that the pulp layer is
pressed by the cold pressing mold to form a blank;
4) blowing the blank so that the blank removes from
the cold pressing mold, and the suction mold draws
the blank to move away from the cold pressing mold
downward, then the suction mold is rotated so that
the blank faces downward;

5) moving the second hot pressing mold to locate
below the suction mold and actuating the delivering
mold to move with the second hot pressing mold,
then the suction mold drawing the blank to contact
with the second hot pressing mold downward, and
the blank being processed by the second hot press-
ing mold;

6) moving the suction mold back to the original po-
sition upward, drawing and moving the blank to lo-
cate below the first hot pressing mold by using the
second hot pressing mold, in the meantime, the de-
livering mold is driven to move back to an original
position;

7) descending the first hot pressing mold to contact
with the second hot pressing mold so as to press the
blank to produce molded pulp;

8) removing the molded pulp from the second hot
pressing mold and drawing the molded pulp to move
upward by using the first hot pressing mold;

9) moving the second hot pressing mold to locate
below the suction mold and to drive the delivering
mold to move to locate below the first hot pressing
mold, and the first hot pressing mold drawing and
moving the molded pulp to contact with the delivering
mold downward;

10)removing the molded pulp from the first hot press-
ing mold, drawing the molded pulp by using the de-
livering mold, and lifting the first hot pressing mold;
11) moving the molded pulp to locate below the pick-
ing arm by ways of the delivering mold;

12) driving the sucker to draw the molded pulp by
using the picker of the picking arm;

13) moving the mold pulp to move upward by using
the sucker and to remove from the delivering mold;
and

14) driving the picker to draw and move the molded
pulp to locate above the delivery mechanism by us-
ing the slide mechanism of the picking arm, stopping
the picker drawing the molded pulp so that the mold
pulp drops on and is delivered by the delivery mech-
anism or drops into the delivery mechanism is deliv-
ered by the delivery mechanism.

[0015] Preferably, when descending thefirst hotpress-
ing mold to contact with the second hot pressing mold to
produce molded pulp in the step 7), the suction mold is
descended into the accommodation tank again to draw
the pulps, such that the suction mold produces another
pulp layer of a second production cycle on the bottom
thereof, then another molded pulp of the second produc-
tion cycle is produced in the same steps.
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[0016] Preferably, the suction mold draws the blank of
the second production cycle to move away from the cold
pressing mold and rotating the blank of the second pro-
duction cycle to face downward, when the first hot press-
ing mold draws the molded pulp upward; and when mov-
ing the second hot pressing mold to locate below the
suction mold, the suction mold draws the blank of the
second production cycle to descend so that the second
hot pressing mold presses the blank, and the second hot
pressing mold receives the blank of the second produc-
tion cycle.

[0017] Preferably, when the first hot pressing mold
moves upward and the delivering mold drives the molded
pulp to move to locate below the picker of the picking
arm, the suction mold moves upward and the second hot
pressing mold draws the blank of the second production
cycle to move reversely and to locate below the first hot
pressing mold. When the picker of the picking arm de-
scend to draw the molded pulp, the first hot pressing mold
contacts with the second hot pressing mold to hot press
the blank of the second production cycle and to produce
another molded pulp of the second production cycle; and
the suction mold descend again to move into the accom-
modation tank so that the other pulp layer of a third pro-
duction cycle attached on the suction mold, and the other
pulp layer is processed by the same steps to produce
the other molded pulp; when the picker of the picking arm
draws the other molded pulp to move away from the de-
livering mold upward, another molded pulp of the second
production cycle removes from the second hot pressing
mold, and the first hot pressing mold draws another mold-
ed pulp of the second production cycle upward, and the
suction mold draws the other blank of the third production
cycle to descend away from the cold pressing mold.
[0018] Preferably, when stopping the picker drawing
the molded pulp so that the mold pulp drops on and is
delivered by the delivery mechanism, the second hot
pressing mold moves and locates below the suction mold
the delivering mold moves and locates below the first hot
pressing mold, and the first hot pressing mold descends
to move another molded pulp of the second production
cycle to the delivering mold, and the suction mold draws,
rotates, and descends the other blank of the third pro-
duction cycle to contact with the second hot pressing
mold so that the other blank of the third production cycle
is moved to the second hot pressing mold.

BRIEF DESCRIPTION OF THE DRAWINGS
[0019]

FIG. 1 is a schematic view showing the assembly of
a conventional automatic molding machine.

FIGS. 2 to 9 are a schematic view showing operation
of the conventional automatic molding machine of
making molded pulp.

FIG. 10 is a schematic view showing the assembly
of a conventional automatic molding machine ac-
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cording to a preferred embodiment of the present
invention.

FIGS. 11 to 25 are a schematic view showing oper-
ation of the conventional automatic molding machine
of making molded pulp.

DETAILED DESCRIPTION OF THE PREFERRED EM-
BODIMENTS

[0020] Withreference to FIG. 10, a rotatably automatic
molding machine according to a preferred the present
invention comprises: a first operation space 30 and a
second operation space 40,

[0021] The first operation space 30 includes a suction
mold 31 fixed in the first operation space 30, driven to
move and rotate vertically, and connected with a first
pumping device configured to draw and blow, wherein
the suction mold 31 faces downward when moving back
to an original position; a cold pressing mold 32 arranged
on a top of the first operation space 30, facing downward,
and connected with a second pumping device configured
to draw and blow; and an accommodation tank 33 formed
on abottom of the first operation space 30 and configured
to accommodate pulps.

[0022] The second operation space 40 is formed be-
side the first operation space 30, and the second oper-
ation space 40 includes a first hot pressing mold 41 ar-
ranged on a top thereof, located adjacent to the first op-
eration space 30, and connected with a third pumping
device configured to draw and blow; a second hot press-
ing mold 42 arranged on a bottom of the second operation
space 40, moving horizontally when moving back to an
original position, located below the first hot pressing mold
41, and connected with a fourth pumping device config-
ured to draw and blow; a picking arm 43 located proxi-
mate to the first hot pressing mold 41, having an extend-
ing end located on a top of a third operation space 20, a
distal end extending out of the third operation space 20,
a slide mechanism 431 extending out of a distal end of
the third operation space 20 from a top of the first hot
pressing mold 41, a picker 432 which is connected on a
bottom of the slide mechanism 431, moves with the slide
mechanism 431, and has a moving portion moving ver-
tically and has a sucker extending downward; adelivering
mold 44 fixed beside, connected and moving with the
second hot pressing mold 42, having a receiving mold,
coupled with a fifth pumping device configured to draw
and blow, and located below the picker 432 of the picking
arm 43 when moving back to an original position; and a
delivery mechanism 45 mounted outside the third oper-
ation space 20 and located below the picking arm 43,
wherein a top of the delivery mechanism 45 is a plane or
has a fixture.

[0023] Thefirst, second, third, fourth, and fifth pumping
devices are well-known art, further remarks are omitted
and are not shown in drawings of the present invention.
[0024] Referring to FIG. 11, a method of operating the
rotatably automatic molding machine comprises steps of:
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1) starting the first pumping device so that the suction
mold 31 descends into the accommodation tank 33
to suck the pulps, hence the suction mold 31 pro-
duces a pulp layer on a bottom thereof, as shown in
FIG. 11;

2) lifting the suction mold 31 to move away from the
accommodation tank 33 and rotating the bottom of
the suction mold 31 to face upward so that the pulp
layer faces upward, as shown in FIG. 12;

3) lifting the suction mold 31 continuously to contact
with the cold pressing mold 32 so that the pulp layer
is pressed by the cold pressing mold 32 to form a
blank, in the meantime, the first pumping device and
the second pumping device draw successively so
that the blank decreases a humidity, as shown in
FIG. 13;

4) operationally changing the second pumping de-
vice to blow the blank when reaching a set molding
time so thatthe blank removes from the cold pressing
mold 32, and the suction mold 31 draws the blank
to move away from the cold pressing mold 32 down-
ward, then the suction mold 31 is rotated so that the
blank faces downward, as illustrated in FIG. 14;

5) moving the second hot pressing mold 42 to locate
below the suction mold 31 and actuating the deliv-
ering mold 44 to move with the second hot pressing
mold 42, then the suction mold 31 drawing the blank
to contact with the second hot pressing mold 42
downward, in the meantime, the fourth pumping de-
vice being started so that the second hot pressing
mold 42 draws the blank, thereafter the first pumping
device being operationally changed to blow the
blank, such that the blank removes from the suction
mold 31, as illustrated in FIG. 15;

6) moving the suction mold 31 back to the original
position upward, drawing and moving the blank to
locate below the first hot pressing mold 41 by using
the second hot pressing mold 42, in the meantime,
the delivering mold 44 is driven to move back to an
original position, as shown in FIG. 16;

7) descending the first hot pressing mold 41 to con-
tact with the second hot pressing mold 42 so as to
press the blank to produce molded pulp, in the mean-
time, the third pumping device and the fourth pump-
ing device being started to draw the blank, thus pro-
ducing the molded pulp, and descending the suction
mold 31 into the accommodation tank 33 again to
draw the pulps, such that the suction mold 33 pro-
duces another pulp layer on the bottom thereof, as
shown in FIG. 17, wherein the suction mold 31 de-
scends into the accommodation tank 33 again in a
second production cycle, and a first production cycle
is executed when processing the second production
cycle;

8) drawing the pulp layer to move away from the
accommodation tank 33 by using the suction mold
31 in the second production cycle when processing
a hot pressing process in the first production cycle,
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as shown in FIG. 18, and rotating and descending
the suction mold 31 to contact with the cold pressing
mold 32 in the second production cycle so that an-
other pulp layer is pressed by the cold pressing mold
32to produce another blankinthe second production
cycle;

9) operationally changing the fourth pumping device
to blow when reaching a set hot pressing time in the
first production cycle, as shown in FIG. 19, such that
the mold pulp removes from the second hot pressing
mold 42, and the third pumping device pumps so that
the first hot pressing mold 41 draws and moves the
molded pulp upward, in the meantime, the suction
mold 31 draws the blank to move away from the cold
pressing mold 32 downward and to rotate the blank
to face downward when reaching a set molding time
in the second production cycle;

10) moving the second hot pressingmold 42 to locate
below the suction mold 31, as shown in FIG. 20, de-
scending the suction mold 31 to contact with the sec-
ond hot pressing mold 42 in the second production
cycle, in the meantime, the fourth pumping device
being started so that the second hot pressing mold
42 draws the blank in the second production cycle,
and the first pumping device being operationally
changed to blow so that the blank removes from the
suctionmold 31, inthe meantime, the delivering mold
44 is driven by the suction mold 31 to move and to
locate below the first hot pressing mold 41, and the
first hot pressing mold 41 draws and moves the mold
pulp downward to contact with the delivering mold
44 in the first production cycle so that the mold pulp
moves into the receiving mold on the delivering mold
44 in the first production time, and the fifth pumping
is started to draw the molded pulp in the first produc-
tion cycle;

11) operationally changing the third pumping device
to blow so that the molded pulp removes from the
firsthot pressing mold 41 in the first production cycle,
then moving the first hot pressing mold 41 back to
the original position upward, and moving the suction
mold 311 back to the original position, as illustrated
in FIG. 21; wherein the second hot pressing mold 42
draws the blank in the second production cycle;
12) reversely moving the second hot pressing mold
42 in the second production cycle back to locate be-
low the first hot pressing mold 41, as illustrated in
FIG. 22, and delivering the molded pulp to locate
below the picker 432 of the picking arm 43 by ways
of the delivering mold 44 in the first production cycle;
13) driving the sucker to draw the molded pulp by
using the picker 432 of the picking arm 43 in the first
production cycle, as shown in FIG. 23, and moving
the first hot pressing mold 41 to contact with the sec-
ond hot pressing mold 42 downward so that the blank
is hot molded in the second production cycle, thus
producing another molded pulp in the second pro-
duction cycle; in the meantime, the suction mold 31
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[0025]
entire molded pulp are molded so as to accelerate pro-
duction time and to reduce fabrication cost.

moves into the accommodation tank 33 downward
to draw the other pulps, such that the suction mold
31 has the other pulp layer attached thereon in a
third production cycle, wherein the first and second
production cycles are processed when executing the
third production cycle;

14) driving the sucker to draw the molded pulp by
using the picker 432 of the picking arm 43 in the first
production cycle and to move away from the deliv-
ering mold 44, as shown in FIG. 24, wherein when
reaching a set hot molding time in the second pro-
duction cycle, the fourth pumping device is opera-
tionally changed to blow so that another molded pulp
removes from the second hot pressing mold 42 in
the second production cycle, and the third pumping
device pumps continuously so that the firsthot press-
ingmold 41 draws another molded pulpin the second
production cycle, and the first hot pressing mold 41
draws another molded pulp in the second production
cycle to move back to the original position upward,
in the meantime, the suction mold 31 draws and re-
moves the other molded pulp from the accommoda-
tion tank 33 in the third production cycle, and the
suction mold 31 is rotated and lifted to contact with
the cold pressing mold 32, thus producing the other
blank in the third production cycle, and the other
blank is drawn by the suction mold 31 to move away
from the cold pressing mold 32 downward; and

15) driving the picker 432 to draw and move the mold-
ed pulp of the first production cycle above the deliv-
ery mechanism 45 by using the slide mechanism 431
of the picking arm 43, as illustrated in FIG. 25, stop-
ping the picker 432 drawing the molded pulp of the
first production cycle so that the mold pulp drops on
and is delivered by the delivery mechanism 45 (i.e.
the plane) or drops into the fixture of the delivery
mechanism 45 and is delivered by the delivery mech-
anism 45, then the molded pulp is cut, trimmed,
checked, and packed to complete the first production
cycle, inthe meantime, the second hot pressing mold
42 is moved to locate below the suction mold 31, and
the delivering mold 44 moves to locate below the
first hot pressing mold 41 so that the firsthot pressing
mold 41 moves another molded pulp of the second
production cycle into the receiving mold 44, and the
suction mold 31 draws and rotates the blank of the
third production cycle to contact with the second hot
pressing mold 42, thus executing the first, second,
and third production cycles simultaneously to accel-
erate production time greatly.

After the first, second, third production cycles,
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Claims

1.

A rotatably automatic molding machine comprising:

a first operation space (30) including a suction
mold (31) fixed in the first operation space (30);
a cold pressing mold (32) arranged in the first
operation space (30); and an accommodation
tank (33) formed on a bottom of the first opera-
tion space (30) and configured to accommodate
pulps;

a second operation space (40) formed beside
the first operation space (30), and the second
operation space (40) including a first hot press-
ing mold (41) arranged on a top of the second
operating space (40) and located adjacent to the
first operation space (30); a second hot pressing
mold (42) arranged on a bottom of the second
operation space (40) and moving horizontally; a
delivering mold (44) fixed beside, connected
and moving with the second hot pressing mold
(42), and having a receiving mold; and a picking
arm (43) located proximate to the first hot press-
ing mold (41), having an extending end located
on a top of a second operation space (40), and
a distal end extending out of the second opera-
tion space (40); a slide mechanism (431) ex-
tending out of a distal end of the second opera-
tion space (40) from a top of the first hot pressing
mold (41); and a picker (432) connected on a
bottom of the slide mechanism (431) and moving
with the slide mechanism (431).

The rotatably automatic molding machine as claimed
in claim 1, characterized in that the picker (432)
has a moving portion moving vertically and has a
sucker extending downward.

The rotatably automatic molding machine as claimed
in claim 1 further comprising a delivery mechanism
(45) mounted outside the second operation space
(40) and located below the picking arm (43).

The rotatably automatic molding machine as claimed
in claim 1, characterized in that the suction mold
(31) is driven to move and rotate vertically.

The rotatably automatic molding machine as claimed
in claim 1, characterized in that the cold pressing
mold (32) is arranged on a top of the first operation
space (30) and faces downward.

A method of operating a rotatably automatic molding
machine, the rotatably automatic molding machine
comprising:

a first operation space (30) including a suction
mold (31) fixed in the first operation space (30);
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12

a cold pressing mold (32) arranged in the first
operation space (30); and an accommodation
tank (33) formed on a bottom of the first opera-
tion space (30) and configured to accommodate
pulps;

a second operation space (40) formed beside
the first operation space (30), and the second
operation space (40) including a first hot press-
ing mold (41) arranged on a top of the second
operating space (40) and located adjacent to the
first operation space (30); a second hot pressing
mold (42) arranged on a bottom of the second
operation space (40) and moving horizontally; a
delivering mold (44) fixed beside, connected
and moving with the second hot pressing mold
(42), and having a receiving mold; and a picking
arm (43) located proximate to the first hot press-
ing mold (41), having an extending end located
on a top of a second operation space (40), and
a distal end extending out of the second opera-
tion space (40); a slide mechanism (431) ex-
tending out of a distal end of the second opera-
tion space (40) from a top of the firsthot pressing
mold (41); and a picker (432) connected on a
bottom of the slide mechanism (431) and moving
with the slide mechanism (431); characterized
in that the picker (432) has a moving portion
moving vertically and has a sucker extending
downward; and a delivery mechanism (45)
mounted outside the second operation space
(40) and located below the picking arm (43);
characterized in that the method of operating
the rotatably automatic molding machine com-
prises steps of:

1) starting the first pumping device so that
the suction mold (31) descends into the ac-
commodation tank (33) to suck the pulps,
hence the suction mold (31) produces a pulp
layer on a bottom thereof;

2) lifting the suction mold (31) to move away
from the accommodation tank (33) and ro-
tating the bottom of the suction mold (31) to
face upward so that the pulp layer faces up-
ward;

3) lifting the suction mold (31) continuously
to contact with the cold pressing mold (32)
so that the pulp layer is pressed by the cold
pressing mold (32) to form a blank;

4) blowing the blank so that the blank re-
moves from the cold pressing mold (32),
and the suction mold (31) draws the blank
to move away from the cold pressing mold
(32) downward, then the suction mold (31)
is rotated so that the blank faces downward;
5) moving the second hot pressing mold
(42) to locate below the suction mold (31)
and actuating the delivering mold (44) to
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move with the second hot pressing mold
(42), then the suction mold (31) drawing the
blank to contact with the second hot press-
ing mold (42) downward, and the blank be-
ing processed by the second hot pressing
mold (42);

6) moving the suction mold (31) back to the
original position upward, drawing and mov-
ing the blank to locate below the first hot
pressing mold (41) by using the second hot
pressing mold (42), in the meantime, the de-
livering mold (44) is driven to move back to
an original position;

7) descending the first hot pressing mold
(41) to contact with the second hot pressing
mold (42) so as to press the blank to pro-
duce molded pulp;

8) removing the molded pulp from the sec-
ond hot pressing mold (42) and drawing the
molded pulp to move upward by using the
first hot pressing mold (41);

9) moving the second hot pressing mold
(42) to locate below the suction mold (31)
and to drive the delivering mold (44) to move
to locate below the first hot pressing mold
(41), and the first hot pressing mold (41)
drawing and moving the molded pulp to con-
tact with the delivering mold (44) downward;
10) removing the molded pulp from the first
hot pressing mold (41), drawing the molded
pulp by using the delivering mold (44), and
lifting the first hot pressing mold (41);

11) moving the molded pulp to locate below
the picking arm (43) by ways of the deliver-
ing mold (44);

12) driving the sucker to draw the molded
pulp by using the picker (432) of the picking
arm (43);

13) moving the mold pulp to move upward
by using the sucker and to remove from the
delivering mold (44); and

14) driving the picker (432) to draw and
move the molded pulp to locate above the
delivery mechanism (45) by using the slide
mechanism (431) of the picking arm (43),
stopping the picker (432) drawing the mold-
ed pulp so that the mold pulp drops on and
is delivered by the delivery mechanism (45)
or drops into the delivery mechanism (45)
is delivered by the delivery mechanism (45).

The method as claimed in claim 6, characterized in
that when descending the first hot pressing mold
(41) to contact with the second hot pressing mold
(42) to produce molded pulp in the step 7), the suc-
tion mold (31) is descended into the accommodation
tank (33) again to draw the pulps, such that the suc-
tion mold (31) produces another pulp layer of a sec-
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10.

ond production cycle on the bottom thereof, then an-
other molded pulp of the second production cycle is
produced in the same steps.

The method as claimed in claim 7, characterized in
that the suction mold (31) draws the blank of the
second production cycle to move away from the cold
pressing mold (32) and rotating the blank of the sec-
ond production cycle to face downward, when the
first hot pressing mold (41) draws the molded pulp
upward; and when moving the second hot pressing
mold (42) to locate below the suction mold (31), the
suction mold (31) draws the blank of the second pro-
duction cycle to descend so that the second hot
pressing mold (42) presses the blank, and the sec-
ond hot pressing mold receives the blank of the sec-
ond production cycle.

The method as claimed in claim 8, characterized in
that when the first hot pressing mold (41) moves
upward and the delivering mold (44) drives the mold-
ed pulp to move to locate below the picker (432) of
the picking arm (43), the suction mold moves upward
and the second hot pressing mold draws the blank
of the second production cycle to move reversely
and to locate below the first hot pressing mold (41);
when the picker of the picking arm (43) descend to
draw the molded pulp, the first hot pressing mold
(41) contacts with the second hot pressing mold (42)
to hot press the blank of the second production cycle
and to produce another molded pulp of the second
production cycle; and the suction mold (31) descend
again to move into the accommodation tank (33) so
that the other pulp layer of a third production cycle
attached on the suction mold (31), and the other pulp
layer is processed by the same steps to produce the
other molded pulp; when the picker (432) of the pick-
ing arm (43) draws the other molded pulp to move
away from the delivering mold (44) upward, another
molded pulp of the second production cycle removes
from the second hot pressing mold (42), and the first
hot pressing mold (41) draws another molded pulp
of the second production cycle upward, and the suc-
tion mold (31) draws the other blank of the third pro-
duction cycle to descend away from the cold press-
ing mold (32).

The method as claimed in claim 9, characterized in
that when stopping the picker (432) drawing the
molded pulp so that the mold pulp drops on and is
delivered by the delivery mechanism (45), the sec-
ond hot pressing mold moves and locates below the
suction mold (31), the delivering mold (44) moves
and locates below the first hot pressing mold (41),
and the first hot pressing mold descends to move
another molded pulp of the second production cycle
to the delivering mold (44), and the suction mold (32)
draws, rotates, and descends the other blank of the
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third production cycle to contact with the second hot
pressing mold (42) so that the other blank of the third
production cycle is moved to the second hot pressing
mold (42).
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