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form a next product in conjunction with said stationary mould half. In the
said publication no mention is made of The invention relates to an
installation for manufac-  means for moving the lower mould halves. turing
registration carriers, provided with an injection  German Patent No.
1112645 furthermore describes moulding device and with two holders
supporting mould- 5  a device, which is provided with a movable slide,
which ing plates, which are adjustable with respect to each  supports two
moulds. Said moulds can be reciprocated other between a first position, in
which said moulding  by means of said slide between two devices for heating
plates bound a mould cavity, into which a material can  the moulds and a
cooling station, in which a foil is be injected by means of the injection
moulding device  pressed onto the previously heated mould present in the
during operation, so as to form the registration carrier, 10 cooling
station so as to form a registration carrier. When and a second position,
in which the moulding plates have  a mould needs to be exchanged it will be
necessary to been moved some distance apart, whilst means are pro-  put the
device out of operation. vided for removing the registration carrier formed
in this  The object of the invention is to obtain an installation second
position of the moulding plates.            of the above kind, wherein the
above-described draw- Such an installation is known e.g. from EP-A-O 047
15 backs ofthe installations of this kind that have been usual 387.
so far can be overcome. According to the invention this The term
registration carriers is understood to mean  can be achieved in that
transport means are provided on sound and/or picture carriers, data
carriers and the like,  either side of the injection moulding device, by
means of for example so-called compact discs, as well as carriers  which a
holder supporting a moulding plate can be which can be processed at a later
stage for storing 20 moved from a position located atsome distance from the
sound, pictures or other data to be registered thereon. It    injection
moulding device to a position suitable for coop- will thereby be apparent
to those skilled in the art that  eration with the injection moulding
device, and/or from a the registration carriers emanating from the
installation  position suitable for cooperation with the injection mould-
according to the invention must generally undergo fur-    ing device to a
position located at some distance from ther processing operations in order
to complete the reg- 25 the injection moulding device, whereby said
transport istration carriers, such as for example the application of  means
and said holders are provided with coupling a metal film and the like.
meansfordetachablycoupling said holdersto said trans- With the
installations of the above kind that have  port means. been usual so far at
least one moulding plate, that is the  When using the construction
according to the inven- moulding plate which exhibits a certain relief
correspond- 3o tion it is possible to set up a holder with a new moulding
ing with the data to be recorded on the carrier, must be  plate at some
distance from the injection moulding exchanged when switching over from the
production of  device whilst the injection moulding device is in opera- one
registration carrier to another registration carrier.    tion. For
exchanging the moulding plates it is only nec- The other moulding plate is
usually a substantially  essary then to discharge the holder supporting the
smooth moulding plate, which can generally remain in its 35 moulding plate
used so far with respect to the injection place. With the installations
that have been usual so far  moulding device, bywayof said transport means,
directly the moulding plate to be exchanged must also be   contiguous to
which a holder supporting a new moulding removed from its holder and be
exchanged for another  plate can be moved into a position suitable for
coopera- moulding plate in that case. Generally this is a time-con-    tion
with the injection moulding device. It will be apparent suming activity,
which requires a comparatively lengthy  40 that in this manner the moulding
plates can be standstill of the machine and entails a loss of production,
exchanged in a simple and fast manner, as a result of therefore. This loss
of production becomes even larger  which the standstill periods of the
installation during the because generally some time elapses before the
holder  exchange of moulding plates can be minimized, and thus to be
exchanged has cooled down enough to be removed  a large production capacity
can be realized. and the newly provided holder and the moulding plate 45
According to another aspect of the invention the have reached the
appropriate operating temperature.  injection moulding device
isverticallydisposed. Because From US Patent No. 2,433,654 an injection
moulding  of the vertical position of the injection moulding device a
device is furthermore known provided with an upper sta-  comparatively
smallfloor surface is needed for the instal- tionary mould half and with
two movable mould halves  lation in comparison with the usual horizontal
position of disposed at a lower level, which can alternately be posi- 5o
the injection moulding device, which is advantageous not tioned under the
stationary mould halves and then be  only from a point of view of space,
but which also makes moved towards said stationary mould halves so as to
it easier to possibly combine the installation with other form a closed
mould cavity into which casting material  devices for processing
registration carriers. Another can be injected. After injection moulding
the lower mould  advantage of the vertical position of the injection mould-
half is moved downward again, together with the product 55 ing device is
that it is possible to set up a moulding plate formed, and moved sideways
so as to be able to remove  with a holder supporting the moulding plates
horizontally said object from the lower mould half, whilst in the mean-
in the installation, in a position suitable for operation, and time the
other one of the two lower mould halves is    also to move it in a
horizontal position byway of the trans- moved to a position under the
stationary mould, so as to  port means, which makes it very simple to place
the hold- 2    3                EP 0 577 169 B1                  4 



ers on the transport means or place a moulding plate on  reciprocating
pivotal movement about a vertical axis, a holder.
said arm at its end being provi`ed with a suitable gripping A further
advantage is thereby that a holder located  means for taking hold of the
sound carrier formed. The beside the vertical injection moulding device
will also be  sound carrier formed can thus be pivoted into a position
readily accessible for exchanging a moulding plate.  5  beside the table 7
by means of the arm 11, and then for Because of the vertical position of
the injection  example be discharged into a container or be delivered
moulding device the registration carrier formed will take  to a discharge
conveyor or the like. up a horizontal position and can remain behind on the
The operation of an injection moulding device and lower moulding plate
when, following injection moulding,    the forming of sound carriers in
moulding cavities the moulding plates move away from each other, without 10
bounded by moulding plates are known per se and con- having to take
measures to hold down the registration  sequently need not be discussed in
more detail herein. carrier. The registration carrier thus lying in a
horizontal  As furthermore appears from the Figure the holder position can
then be readily discharged from the instal-    supported on the table 7 is
clamped down between two lation.
jaws 13 and 14, which are movable with respect to the The invention will be
explained in more detail here- 15 table 7 by way of setting means 15, in a
direction towards after with reference to the accompanying Figure, which
the holder 9 and in a direction away from the holder 9. is a diagrammatic
perspective view of an embodiment of  The frame 1 furthermore supports two
conveyor an installation according to the invention.       belts 16 and 17,
which are disposed on either side of the The installation shown in the
Figure comprises a  table 7 and which can be driven independently of each
frame 1, which inter alia functions to support a vertically 20 other by
means of motors 18 and 19 respectively. As will disposed injection moulding
device or extrusion device  be apparent from the Figure, when the table 7
has been 2. A horizontally and fixedly disposed supporting plate 3  moved
to its lowermost position by means of the setting is provided near the
bottom end of the injection moulding  cylinder 8. the upper parts of the
conveyor belts 16 and device 2, said supporting plate being secured to the
17 lie approximately in one plane with the upper surface frame by means of
four columns 4. A holder or die plate  25 of said table 7. The motors 18
and 19 are reversible, so 5, in which a moulding plate 6 is contained, is
secured  that objects can be moved by means of the conveyor to the
supporting plate 3. For sound carriers only having  belts 16 and 17, both
in a direction towards the table 7 a relieved surface at one side, said
moulding plate will    and in a direction away from said table 7. generally
be a plate which is provided with a substantially  A block-shaped catch
means 20 is secured to the smooth surface at its bottom side, and which in
principle 3o upper part of each conveyor belt, to which catch means can be
used for all registration carriers to be manufac-  an arm 21 is secured,
said arm extending across the tured by means of the installation.
upper part of the belt in question. Two ears 22 and 23, Furthermore the
installation is provided with a hori-  extending vertically upwards and
constituting coupling zontal table 7 disposed under the supporting plate 3,
means, are secured to the arm 21. The ear 23 secured extending parallel
thereto, which is connected to a plate  35 to the free end of the arm 21 is
provided with a slotted 7' disposed thereunder, which is reciprocatingly
movable  hole 24, which is open at the upper side of ear 23. along the
columns 4, together with the table 7, by means  A rod 25, extending in the
longitudinal direction of of a vertically disposed setting cylinder 8, as
indicated  the conveyor belts and constituting a coupling means, is by the
arrow A.                                   secured to a side of the holder
9 which extends perpen- A holder or die plate 9 is supported on the table
7, 40 dicularly to the longitudinal direction of the conveyor said holder
or die plate being provided with a circular  belts, whilst a disc 26
forming a stop is secured to the disc-shaped projection 10, which is
slightly conical in    free end of said rod. The end of the rod 25
supporting upward direction. Said disc-shaped projection functions  the
disc 26 slightly projects beyond the table 7, seen in to support a moulding
plate to be placed on the disc-  plan view. shaped part 10, which moulding
plate, at its side remote 45    In order to exchange the carrier supported
by the from the disc-shaped part 10, will be provided in the  holder 9 the
conveyor belt 16 is driven in such a manner, usual manner with a relief for
forming the desired relief  whilst the table 7 occupies an uppermost
position, that in the registration carrier to be manufactured. By moving
the block 20 with the arm 21 secured thereto moves the holder 9 upwards by
means of the table 7 and the  towards the right, seen in the Figure, to
such a position setting cylinder 8, the projecting part 10 will be pressed
50 that when the table 7 subsequently moves downwards into a
correspondingly shaped recess in the holder 5, the  to the position shown
in the Figure, the disc 26 forming two above-mentioned moulding plates
bounding a    a stop will come to lie between the ears 22 and 23, whilst
moulding space, into which a suitable plastic material    the rod 25 will
be accommodated within the recess 24 can be injected in the usual manner by
means of the  thereby. injection moulding device 2, so as to form the sound
car- 55  Then the jaws 13 and 14 may be retracted by the rier.
setting means 15, so that the holder 9 will be loosely sup- Then the table
7 can be moved downwards again  ported on the table 7. It will be apparent,
that when sub- and the sound carrier formed can be removed from the
sequently the motor 18 is set rotating in such a manner holder 9, for
example by means of an arm 11 capable of    that, seen in the Figure, the
upper part of the belt 16 3    5                EP0577169B1
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injection moulding device is readily accessible 



supported thereon will be moved from a position suitable    for exchanging
moulding plates. for cooperation with the injection moulding device 2 to a
The horizontal position of the moulding plates like- position located at
some distance from and beside the  wise facilitates said exchanging
operation. Since also the injection moulding device and beside the table 7,
when  5  sound carriers are manufactured in a horizontal position, seen in
plan view. In this position the holder 9 and the  removing the sound
carriers can be carried out by simple moulding plate supported thereon are
readily accessible,  means. so that the moulding plate supported by the
holder 9 can  Of course additions and/or modifications to the be readily
exchanged for another moulding plate. Said  embodiment described and
depicted are conceivable moving of the holder may take place directly,
since the  10 within the scope of the invention as claimed hereinafter.
holder can be cooled in its position beside the injection  Thus it would
for example be possible to move the catch moulding device by means of a
fluid, which can be sup-  means along a straight path, by means of setting
cylin- plied to channels provided in the holder via flexible con-  ders
disposed within the frame. duits connected to the holder. During the
production of registration carriers by  15 Claims means of the moulding
plate supported by the holder 9, another moulding plate can be placed on a
holder 27,  1. An installation for manufacturing registration carri- which
can be moved in a direction towards the table 7  ers, provided with an
injection moulding device (2) and in a direction away from the table 7 by
means of the  and with two holders (5, 9) supporting moulding conveyor belt
17. For this purpose the moulding plate is 20  plates, which are adjustable
with respect to each again provided with a projecting arm 28 and a disc 29
otherbetweenafirstposition, inwhich said moulding acting as a stop, which
is secured to the free end thereof,  plates bound a mould cavity, into
which a material said disc in the position shown in the Figure being  can
be injected by means of the injection moulding located between the two ears
22 and 23 of the catch  deviceduringoperation soastoformthe registration
means 20 associated with the conveyor belt 17 in ques- 25  carrier, and a
second position, in which the moulding tion. In this position the holder
and the moulding plate  plates have been moved some distance apart, whilst
can be brought up to a desired temperature thereby, for  means (11) are
provided for removing the registra- example by passing a fluid through
channels provided in  tion carrier formed in this second position of the
the holder, by means of flexible conduits connected to  moulding plates,
characterized in that transport the holder, so that after the holder 27 has
been placed  30  means (16, 17) are provided on either side of the under
the injection moulding device, as described in  injection moulding device,
by means of which a more detail hereafter, no time is lost in heating up
the  holder (9, 27) supporting a moulding plate can be holder before the
installation can be put into operation  moved from a position located at
some distance again.                                               from the
injection moulding device (2) to a position Sincetheoperationstobecarried
outfor exchanging  35  suitable for cooperation with the injection moulding
a moulding plate on the holder 27 are performed outside  device, and/or
from a position suitable for coopera- the injection moulding device, damage
to the fixed   tion with the injection moulding device to a position
moulding plate 6 is substantially ruled out.         located
atsomedistancefromthe injection moulding It will be apparent that when the
holder 9 is pulled  device, whereby said transport means (16,17) and from
its position under the injection moulding device 40  said holders (9, 27)
are provided with coupling towards the left, seen in the Figure, by means
of the con-  means (22, 23, 25, 26, 28, 29) for detachably cou- veyor belt
16, the holder 27 with the carrier supported  pling said holders to said
transport means. thereon can simultaneously be moved under the injec- tion
moulding device 2 by means of the conveyor belt 17.  2. An installation in
particular according to claim 1, After the holder 27 has thus been moved to
a posi- 4  characterized in that said injection moulding device tion under
the injection moulding device 2, this holder will  is vertically disposed.
be moved upwards by means of the table 7. The disc- shaped part 28' of this
holder, which is slightly conical in  3. An installation according to claim
1 or 2, character- upward direction, will then be pressed into the corre-
ized in that a smooth moulding plate (6) is fixedly spondingly shaped
recess in the holder 5, so that an  50  disposed in the installation in an
at least substan- accurate centring of the holder 27 with respect to the
tially horizontal position, whilst a moulding plate hav- holder 5 is
effected. Following that the holder 27 can be  ing a relieved surface is
accommodated inside a clamped down again with respect to the table 7, by
holder (9, 27) in an at least substantially horizontal clamping down the
jaws 13 and 14 by way of the setting  position, said holder being placed on
a vertically means 15. Subsequently the production process can be 55
reciprocating table (7), in a position suitable for oper- repeated again.
ation. It will be apparent, that in this manner holders sup- porting
moulding plates can be exchanged in a very fast  4. An installation
according to claim 3, characterized in and simple manner. In addition to
that a holder located  that said transport means (16, 17) are disposed in 4
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holder 9 with the moulding plate  beside the injection moulding device is
readily accessible supported thereon will be moved from a position suitable
for exchanging moulding plates. 



for cooperation with the injection moulding device 2 to a  The horizontal
position of the moulding plates like- position located at some distance
from and beside the  wisefacilitates said exchanging operation.
Sincealsothe injection moulding device and beside the table 7, when  5
sound carriers are manufactured in a horizontal position, seen in plan
view. In this position the holder 9 and the  removing the sound carriers
can be carried out by simple moulding plate supported thereon are readily
accessible,  means. so that the moulding plate supported by the holder 9
can    ---Of course additions and/or modifications to the be readily
exchanged for another moulding plate. Said  embodiment described and
depicted are conceivable moving of the holder may take place directly,
since the  10 within the scope of the invention as claimed hereinafter.
holder can be cooled in its position beside the injection  Thus it would
for example be possible to move the catch moulding device by means of a
fluid, which can be sup-  means along a straight path, by means of setting
cylin- plied to channels provided in the holder via flexible con-  ders
disposed within the frame. duits connected to the holder. During the
production of registration carriers by  15 Claims means of the moulding
plate supported by the holder 9, another moulding plate can be placed on a
holder 27,  1. An installation for manufacturing registration carri- which
can be moved in a direction towards the table 7  ers, provided with an
injection moulding device (2) and in a direction away from the table 7 by
means of the  and with two holders (5, 9) supporting moulding conveyor belt
17. For this purpose the moulding plate is 20  plates, which are adjustable
with respect to each again provided with a projecting arm 28 and a disc 29
other between a first position, in which said moulding acting as a stop,
which is secured to the free end thereof,  plates bound a mould cavity,
into which a material said disc in the position shown in the Figure being
can be injected by means of the injection moulding located between the two
ears 22 and 23 of the catch  device during operation so as to form the
registration means 20 associated with the conveyor belt 17 in ques- 25
carrier, and a second position, in which the moulding tion. In this
position the holder and the moulding plate  plates have been moved some
distance apart, whilst can be brought up to a desired temperature thereby,
for  means (11) are provided for removing the registra- example by passing
a fluid through channels provided in  tion carrier formed in this second
position of the the holder, by means of flexible conduits connected to
moulding plates, characterized in that transport the holder, so that after
the holder 27 has been placed  30  means (16, 17) are provided on either
side of the under the injection moulding device, as described in  injection
moulding device, by means of which a more detail hereafter, no time is lost
in heating up the  holder (9, 27) supporting a moulding plate can be holder
before the installation can be put into operation  moved from a position
located at some distance again.
from the injection moulding device (2) to a position
Sincetheoperationstobecarried outforexchanging  35    suitable for
cooperation with the injection moulding a moulding plate on the holder 27
are performed outside  device, and/or from a position suitable for coopera-
the injection moulding device, damage to the fixed   tion with the
injection moulding device to a position moulding plate 6 is substantially
ruled out.         located at some distance from the injection moulding It
will be apparent that when the holder 9 is pulled  device, whereby said
transport means (16, 17) and from its position under the injection moulding
device 40  said holders (9, 27) are provided with coupling towards the
left, seen in the Figure, by means of the con-  means (22, 23, 25, 26, 28,
29) for detachably cou- veyor belt 16, the holder 27 with the carrier
supported  pling said holders to said transport means. thereon can
simultaneously be moved under the injec- tion moulding device 2 by means of
the conveyor belt 17.  2. An installation in particular according to claim
1, After the holder 27 has thus been moved to a posi- 45  characterized in
that said injection moulding device tion under the injection moulding
device 2, this holder will  is vertically disposed. be moved upwards by
means of the table 7. The disc- shaped part 28' of this holder, which is
slightly conical in  3. An installation according to claim 1 or 2,
character- upward direction, will then be pressed into the corre-  ized in
that a smooth moulding plate (6) is fixedly spondingly shaped recess in the
holder 5, so that an  50  disposed in the installation in an at least
substan- accurate centring of the holder 27 with respect to the  tially
horizontal position, whilst a moulding plate hav- holder 5 is effected.
Following that the holder 27 can be  ing a relieved surface is accommodated
inside a clamped down again with respect to the table 7, by   holder (9,
27) in an at least substantially horizontal clamping down the jaws 13 and
14 by way of the setting  position, said holder being placed on a
vertically means 15. Subsequently the production process can be 55
reciprocating table (7), in a position suitable for oper- repeated again.
ation. It will be apparent, that in this manner holders sup- porting
moulding plates can be exchanged in a very fast  4. An installation
according to claim 3, characterized in and simple manner. In addition to
that a holder located  that said transport means (16, 17) are disposed in 4
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when the table (7) occupies a  Halter (9, 27), der eine Formplatte tragt,
aus einer lowermost position holders (9, 27) can be moved   Stellung, die
sich in einer gewissen Entfernung von onto and from the table by way of
said transport  der Spritzgulvorrichtung (2) befindet, in sine Stel- 



means.                                           lung bewegt werden kann,
die zum Zusammenwir- 6      ken mit der SpritzguBvorrichtung geeignet ist,
5. An installation according to anyone of the preceding  und/oder aus einer
Stellung, die zum Zusammen- claims, characterized in that said coupling
means  wirken mit der SpritzguBvorrichtung geeignet ist, in (22, 23, 25,
26, 28, 29) are constructed in such a  eine Stellung bewegt werden kann,
die sich in einer mannerthat they can be coupled together or uncou-
gewissen Entfernung von der SpritzguBvorrichtung pled, as the case may be,
by vertical movement of 10    befindet, wobei die Transporteinrichtungen
(16, 17) the holders (9, 27) with respect to said transport  und die Halter
(9, 27) mit Kupplungseinrichtungen means (16, 17).
(22, 23, 25, 26, 28, 29) zum losbaren Kuppein der Halter mit den
Transporteinrichtungen versehen 6. An installation according to claim 5,
characterized in  sind. that said transport means (16, 17) are constructed
15 in such a manner that coupling means (22,23) con-  2. Vorrichtung nach
Anspruch 1, wobei die SpritzguB- nected to the transport means are capable
of recip-  vorrichtung vertikal angeordnet ist. rocating movement along a
substantially linear path. 3. Vorrichtung nach Anspruch 1 oder 2, wobei
eine 7. An installation according to any one of the preceding  20  glatte
Formplatte (6) in der Vorrichtung in einer claims, characterized in that
the transport means  zumindest im wesentlichen horizontalen Stellung (16,
17) are endless conveyor belts, to which catch  fest angeordnet ist,
wahrend sine Formplatte mit means (20) to be coupled to the holders (9, 27)
are  einer hinterarbeiteten Oberflache im Inneren eines secured.
Halters (9, 27) in einer zumindest im wesentlichen 25     horizontalen
Stellung angebracht ist, wobei der Hal- 8. An installation according to
daim 6, characterized in  ter auf einem vertikal hin- und hergehenden Tisch
that a catch mean (20) is provided with two upwardly  (7) in einer fOr den
Betrieb geeigneten Stellung extending ears (22, 23), between which a stop
(26)  angeordnet ist. secured to a holder (9, 27) can be provided. 3o 4.
Vorrichtung nach Anspruch 3, wobei die Transport- 9. An installation
according to any one of the preceding  einrichtungen (16,17) so angeordnet
sind, daB Kal- claims, characterized in that said device is provided  ter
(9, 27) mittels der Transporteinrichtungen auf with an arm (11) which is
pivotable about a vertical  den Tisch und von ihm herunterbewegtwerden kon-
axis, said arm supporting a gripping means for    nen, wenn der Tisch (7)
eine unterste Stellung sin- removing a registration carrier formed.    35
nimmt. 10. An installation according to claim 1, characterized in  5
Vorrichtung nach einem der AnsprOche 1 bis 4, that means are provided by
which a holder disposed  wobei die Kupplungseinrichtungen (22, 23, 25, 26,
at some distance from the injection moulding device  28, 29) so gestaltet
sind, daB sie je nach Bedarf can be brought up to a desired temperature.
40   durch eine vertikale Bewegung der Halter (9, 27) bezoglich der
Transporteinrichtungen (16, 17) Patentmnsprache
aneinandergekuppelt oder entkuppelt werden kOn- nen. 1. Vorrichtung zur
Herstellung von Aufzeichnungstra- gern, mit einer SpritzguBvorrichtung (2)
und mitzwei 4C 6. Vorrichtung nach Anspruch 5, wobei die Transport- Haltem
(5, 9), die Formplatten tragen, die zueinan-  einrichtungen (16, 17) so
gestaltet sind, daB die mit der justierbar sind zwischen einer ersten
Stellung,  den Transporteinrichtungen verbundenen Kupp- in der die
Formplatten einen Formhohlraum begren-  lungseinrichtungen (22,23) fOr eine
hin- und herge- zen, in den mittels der SpritzguBvorrichtung wah-  hende
Bewegung entlang eines im wesentlichen rend des Betriebes ein Material so
eingespritzt 5o    linearen Weges geeignet sind. werden kann, daB der
Aufzeichnungstrager geformt wird, und einer zweiten Stellung, in der de
Form-  7. Vorrichtung nach einem der Ansprache 1 bis 6, platten eine
gewisse Entfernung auseinander       wobei die Transporteinrichtungen (16,
17) endlose bewegt wurden, wobei Einrichtungen (11) vorgese-  FOrderbander
sind, an denen mit den Haltern (9,27) hen sind zum Entfemen des geformten
Aufzeich-  s5    zu kuppeinde Mitnehmereinrichtungen (20) befe-
nungstragers in dieser zweiten Stellung der       stigt sind. Formplatten,
dadurch gskennzeichnet daB auf jeder Seite der SpritzguBvorrichtung
Transportein-  8. Vorichtung nach Anspruch 6, wobei sine Mitneh- richtungen
(16, 17) vorgesehen sind, durch die sin  mereinrichtung (20) mit zwei sich
aufwarts erstrek- 5~~~~ ...,. ,., |L   1|   |1.    9
EP0577169B1                      10 kenden Laschen (22.28) yersehen ist,
zwischen die  au moins sensiblement horizontale, ledit support ein an elnem
Halter (9,27) befestigter Anschlag (26)  etant place dans une position
approprise de fonc- vorgesehen werden kann.
tionnement sur une table (7) se deplagant verticale- ment en va-et-vient. 



9. Vorrichtung nach einem der vorstehenden Anspro- 5 che, wobei die
Vorrichtung mit einem Arm (11) ver-  4. Une installation selon la
revendication 3, caract6ri- +    sehen ist, der um eine vertikale Achse
schwenkbar   see en ce que lesdits moyens de transport (16, 17) ist, wobei
der Arm eine Greifeinrichtung zum Entfer-  sont dispos6s de telle maniere
que, lorsque la table nen eines geformten Aufzeichnungstragers tragt.   (7)
occupe la position la plus basso. des supports 10    (9, 27) peuvent etre
deplac6s vers et a partir de la 10. Vorrichtung nach Anspruch 1, wobei
Einrichtungen  table par I1nterm6diaire desdits moyens de trans- vorgesehen
sind, durch die ein Halter, der in einer  port. gewissen Entfernung von der
Spritzgu~vorrichtung angeordnet ist, auf eine ge&Onschte Temrperatur  5.
Une installation selon une quelconque des revendi- gebracht werden kann.
15    cations pr6cedentes, caract6ris6e en co que lesdits moyens de
couplage (22, 23, 25, 26, 28, 29) sont Revendlcatlons
r6alises de telle maniere a pouvoir Atre relies ensenble ou separes, selon
le cas, par un mouve- 1. Une installation pour la fabrication de supports
ment vertical des supports (9, 27) par rapport d'enregistrement, munie d'un
disposifif de moulage 20  auxdits moyens de transport (16, 17). par
injection (2) et de deux supports (5, 9) portant des plaques de moulage qui
sont r6glables l'une par  6. Une installation selon la revendication 5,
caracteri- rapport a l'autre entre une premiere position, dans  see en co
que lesdits moyens de transport (16, 17) laquelle lesdites plaques de
moulage limitent une  sont realises de telle maniere quo des moyens de
cavite de moulage ob pout etre injectes une maliere  2  couplage (22, 23)
relies aux moyens de transport au moyen du dispositif de moulage par
injection au  peuvent se deplacer en va-st-vient le long d'un trajet cours
de l'op6ration de formation du support d'enre-  sensiblement lineaire.
gistrement, et une seconde position dans laquelle les plaques de moulage
ont ete d6placees d'une  7. Une installation selon une quelconque des
revendi- certaine distance l'une de l'autre, tandis que des 30  cations
pricedrentes, caracterisee on ce que les moyens (11) sont prevus pour
retirer dans cette   moyensdetransport (16,17) sont constitues pardes
seconde position le support d'enregistrement forme  courroies convoyeuses
sans fin auxquelles sont des plaques de moulage, caracterisee en ce que
fixes des moyens d'engagement (20) devant etre des moyens de transport (16,
17) sont prevus sur  relies auxdits supports (9, 27). chaque cote du
dispositif de moulage par injection, wS au moyen desquels un support (9,
27) portant une  8. Une installation selon la revendication 6, caracteri-
plaque de moulage pout Atre deplace d'une position  see en ce qu'un moyen
d'engagement (20) est muni situes a une certaine distance du dispositif de
mou-  de deux oreilles s'etendant vers le haut (22, 23) lage par injection
(2) vers une position appropriee a  entre lesquelles pout Atre prevue une
butee (26) a     une cooperation avec le dispositif de moulage par 40
fixee a un support (9, 27). injection, et/ou d'une position appropriee pour
une cooperation avec le dispositif de moulage par injec-  9. Une
installation selon une quelconque des revendi- ton vers une position placie
a une certaine distance  cations precedentes, caracterisee en ce que ledit
du dispositif de moulage par injection, de sorte quo  dispositif est muni
d'un bras (11) qui peut pivoter lesdits moyens de transport (16, 17) et
lesdits sup- 45  autour d'un axe vertical, ledit bras supportant un ports
(9,27) sont munis de moyens de couplage (22,  moyen de priso pour retirer
un porteur d'enregistre- 23, 25, 26, 28, 29) pour relier de maniere
amovible  ment qui a ete fbrme. lesdits supports auxdits moyens de
transport. 10. Une installation selon la revendication 1, caracteri- 2. Une
installation en particulier selon la revendication  50  see en ce qu'on
prvoit des moyens par lesquels un 1, caract6ris6e en ce que ledit
dispositif de moulage  support, dispose a une cortaine distance du dispo-
par injection est dispose de maniere verticale.   sitif de moulage par
injection, pout etre amene a une temperature desiree. 3. Une installation
selon la revendication 1 ou 2, carac- terisee en ce qu'une plaque de
moulage lisse (6) est 55 fixee dans l'installation dans une position au
moins sensiblement horizontale, tandis qu'une plaque de moulage presentant
une surface en relief est placee a l'interiour dun support (9, 27) dans une
position 6   l!111 IIt1 III    11 11l. 6    


