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immediately before a mould opening process, there- by to enable moulded
articles of good quality to be This invention relates to a resin moulding
die hav-  produced at high speed. ing the function of a gate cutter. More
particularly,  To attain the above object according to this in- this
invention relates to a resin moulding die capable   5   vention, there is
provided a resin moulding die of automatically cutting off a gate slug from
a mould-  structure comprising a movable die plate, a station- ed article
before a mould opens.                   ary die plate having a moulding
cavity, a rotary A moulded article produced by injection moulding  block
rotatably incorporated in the movable die in which molten resin is injected
into a mould cavity  plate or stationary die plate and having a gate inter-
through a gate has integrally a gate slug formed in-  10  vening between a
sprue and the moulding cavity so evitably at the gate in the mould. The
gate slug   as to form a resin passage, wherein the resin pas- formed
integrally on the moulded article has general-  sage is intercepted by
rotating the rotary block. ly been cut off by use of a hand tool such as a
nip-  The rotary block has an end face flush with the per after the moulded
article is released from the  parting line of a mould constituted by the
movable mould upon completion of an injection moulding shot.  15  die plate
and the stationary die plate. Molten resin The work of cutting off the gate
slug from the mould-  supplied via the sprue is injected from the gate into
ed article requires labor and proves to be trouble-  the moulding cavity.
Before the mould is open, the some. Furthermore, the gate slug cannot be
finely  rotary block is rotated to cut the gate so as to inter- cut off,
thereby to deteriorate the quality of the  cept the resin passage extending
from the sprue to moulded product.                               20  the
moulding cavity through the gate, thereby to ob- Japanese Patent
Applecation Public Disclosure    tain a moulded product having no gate
slug. Thus, No. SHO 60-264217(A) proposes a method in which    the gate
slug is effectively cut off by rotating the a gate slug formed on a moulded
article is cut off by  rotary block immediately before the mould opening.
means of an ejector pin at the time when a mould is  The other objects and
features of the invention open.                                         25
will now be explained in detail with reference to the Otherwise, a
structure in which a cutter which   accompanying drawings. moves
transversely along the parting line between    The invention will be better
understood from the moulding die halves so as to cut a gate slug off from
following description taken in connexion with the ac- a moulded product has
been proposed in Japanese    companying drawings in which: Patent
Application Public Disclosure No. SHO 60-  30 68922(A).
Figure 1 is a sectional view of one preferred em- The former method for
cutting off the gate slug is  bodiment of the resin moulding die according
to the effected by ejecting the ejector pin to release the  invention,
showing a side section on the left and a moulded product from the mould in
a mould opening  front on the right; process. However, it is impossible to
automatically  35  Figure 2 is a sectional view showing the gate-cut cut
off the gate slug. This is because the moulded  state of the same; product
which is still retained in one moulding die  Figure 3 is a fragmentary
perspective view on an half provided with the ejector pin is not supported
enlarged scale of the principal elements of the by the other moulding die
half at the time the mould-  same; ing die halves are open, and thus, no
means sup-  40  Figure 4 is an enlarged sectional side view of the ports
the moulded product when the ejector pin is  principal elements of the
same; ejected to release the moulded product from the      Figure 5 is a
sectional front view of a second em- mould. Therefore, this prior art
method has entailed  bodiment of the invention; a disadvantage that it can
be applied merely to a    Figure 6 is a sectional side view of a third
embodi- specific moulding die structure.              45   ment of the
invention; The latter gate slug-cutting structure necessi-     Figure 7 is
a sectional view in the moulding state tates a large-scaled and complicated
mechanism for  of a fourth embodiment of the invention, showing a sliding
the cutter along the parting face of one  side section on the left and a
front section on the moulding die half. Since the gate slug-cutting in ei-
right ther technique is carried out after the moulding die  so  Figure 8 is
a sectional side view in the gate-cut halves are open, both the
conventional slug-cutting  state of Figure 7; techniques cannot be adapted
to speeding up of in-    Figure 9 is a perspective view of a fifth embodi-
jection moulding. That is to say, the work of cutting  ment of the
invention with parts partly broken away; off the gate slug according to the
former slug-cut-   Figure 10 is a sectional view of Figure 9, showing ting
method consumes much time because the ejec-  55   a side section on the
left and a front on the right; tor pin is ejected after a mould opening
process is  and completed. Also, the latter will increase the time re
Figure 11 is a side view, partly in cross section, of quired for moving the
cutter across the gate posi-  a sixth embodiment of the invention. tion in
the parting face of one moulding die half after the moulding die halves are
completely open.  60      Referring to the attached drawings, in Figures 1
The present invention aims to eliminate the afore-  through 4, there is
shown one preferred embodi- mention drawbacks of conventional slug-cutting
ment of the resin moulding die structure according techniques. An object of
the invention is to provide  to the present invention. a resin moulding die
structure capable of automati-  In the drawings, reference numeral 1
denotes a cally cutting off a gate slug from a moulded product  65
stationary die plate, 2 a movable die plate, and 3 a 2    
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between the aforementioned die  Subsequently, at the time of a gate seal
process plates 1 and 2. The stationary die plate 1 and the  or upon
completion of a dwelling process, the sta- movable die plate 2 constitute a
mould. The movable  tionary side fixing plate 8 or a stripper plate (not
die plate 2 is incorporated a rotary block 20.    shown) is moved away from
the stationary die plate I The rotary block 20 comprises a cylindrical por-
5   as the mould remains in the closed state as shown in tion 21 of a
relatively small diameter and a flange  Figure 2. By separating the
stationary side fixing portion 22 of a relatively large diameter and fitted
plate 8 from the stationary die plate 1 in the mould rotatably in a
mounting hole 4 bored in the movable  closing state, the operating members
30 connected die plate 2. The leading end or upper surface 23 of  fixedly
to the fixing plate 8 are pulled upward to the rotary block 20 is flush
with the upper surface   10  cause the projections 33 formed on the leading
end of the movable die plate 2, namely, the parting line 3.  portion of the
operating members 30 to work on the In this embodiment, the rotary block 20
is provided  spiral grooves 27, thereby to forcibly rotate the ro- along
its axis with a sprue locking hole 24 to be inter-  tary block 20.
Consequently, the runner 25 and connected with a sprue 5 formed in the
stationary  gates 26 which are formed in the end face of the ro- die plate
1. In the sprue locking hole 24 in the rotary  15  tary block 20 are
changed in direction to thereby in- block 20, there is slidably inserted a
sprue puller pin  tercept the resin passage extending from the sprue 6.
5 to the moulding cavity 7. That is to say, the gate The rotary block 20 is
provided in its leading end  formed in the rotary block 20 is deviated from
the or upper surface 23 with a runner 25 and at least  resin passage. As a
result, a gate slug which is in- one gate groove 26 extending outwardly
from the   20  evitably formed in injection moulding is cut off. runner 25.
Through a narrow gate formed by the    Since the sprue puller pin 6 is
located at the axial gate groove 26 in the mould closing state, the sprue
centre of the mould, the rotary block 20 rotates 5 and the runner 25 are in
communication with the  about the sprue puller pin 6. moulding cavity 7
formed in the stationary die plate  Thereafter, when the mould opens, a
moulded arti- 1. The rotary block 20 has at least one spiral groove   25
cle from which the gate slug has been cut off is re- 27 formed in the outer
peripheral surface of the cy-  leased from the moulding cavity 7. The
remnants lindrical portion 21.                             such as the gate
slug left in the runner 25, the gate By 30 is denoted an operating member
which is   26 and sprue locking hole 15 are removed by pro- engaged with
the spiral groove 27 formed in the  jecting the sprue puller pin 6. rotary
block 20 and disposed so as to slidably move   30  Upon completion of one
injection moulding shot, in the axial direction, thereby to permit the
rotary  the movable die plate 2 is moved toward the stati- block 20 to
rotate. To be more specific, the operat-  nary die plate 1 to close the
mould for the subse- ing member 30 comprises an expanded portion 31
quent moulding shot, consequently to bring the rota- formed at the basal
end thereof which is clamped  ry block 20 close to the stationary die plate
1 and in- by a stationary side fixing plate 8 and an arm por-  35  to
deeper engagement with the operating members tion 32 having a projection 33
at the leading end  30. As a result, the rotary block 20 is reversely ro-
thereof, which is slidably fitted into the spiral  tated to its initial
posture by the operating members groove 27. Thus, by moving the operating
member   30 having their projections 33 engaged with the spi- 30 in the
axial direction, the projection 33 works on  ral grooves 27 of the rotary
block 20. the spiral groove 27 to thereby rotate the rotary  40  As is
apparent from the above, according to this block 20. In order to operate
the operating member  invention, a gate slug inevitably produced in the 30,
the stationary side fixing plate 8 is mounted so  gate of the mould can be
effectively and readily cut as to independently move relative to the
stationary  off from a moulded product, at the beginning of a die plate I
and supported and restricted in move-  mould opening process before the
mould is not yet ment within a fixed range by rods 9. Though, in the   45
open, without prolonging the time required for one illustrated embodiment,
two moulding cavities 7,  moulding shot, because the rotary block 20 is
driv- two gates 26, a pair of spiral grooves 27 and a pair  en to slightly
rotate by the operating members 30 of operating members 30 are adopted, the
number   mounted on the stationary die plate side. and shape of these
elements are not specifically    The structure including the operating
member for limited.                                     50  exerting
rotational force onto the rotary block 20 Denoted by 10 is a locating ring,
11 a sprue bush,  may be modified as illustrated in Figure 5. In this fig-
12 a movable side supporting member, 13 a spacer  ure showing a second
embodiment of the invention, block, 14 an ejector plate, and 15 a movable
side fix-  the elements indicated by like reference numerals ing plate.
with respect to those of the first embodiment noted In the mould closing
state as shown in Figure 1,  55   above have analogous structures and
functions to the projections 33 disposed on the operating mem-  those of
the first embodiment and will not be de- bers 30 are in engagement with the
spiral grooves  scribed in detail again. 27 formed in the outer peripheral
surface of the ro  In this embodiments, an operating member 42 tary block
20 assuming its initial state. At this time,  which projects from a slide
core 41 for supporting the sprue 5, sprue locking hole 24, runner 25 and
60  an inclined pin 40 has a projection 43 engaged with gate 26 are
interconnected with one another to form  a slot 44 formed in the
cylindrical portion 21 of the the  sin passage to the moulding cavity 7.
Thus,  rotary block 20. [err]  resin can be injected into the cavity 7
When the mould is in the mould closing state, the through the resin passage
so as to produce a mould-  inclined pin 40 is deeply inserted into the
slide core ed article of a desired shape.               65  41 and the
slide core 41 is positioned close to the ro-    5                 EP 0 299
621 B1                   6 



tary block 20. At this time, the rotary block 20 as-  tatably by a bearing
71 mounted within a mounting sumes its normal state in which the gate 26
formed in  hole 70. In this embodiment, the stationary side fix- the end
surface of the rotary block 20 intercon-  ing plate 8 serves merely to
retain the flange por- nects the runner 25 and the moulding cavity so as to
tion 22 of the rotary block 20, and therefore, it may form a resin passage.
Upon completion of injection   5   be fixedly connected to the stationary
die plate 1. of molten resin into the moulding cavity, the fixing  The
sprue 5 can be formed in the rotary block 20. plate 8 moves upward and is
separated from the sta-  On the other hand, the operating members 30 in
tionary die plate 1, thereby to move the slide core 41  this embodiment are
slidably mounted in the movable away from the rotary block 20 by the action
of the  die plate 2 and fixed at their lower end portion onto inclined pin
40. Consequently, the rotary block 20 is  10  the movable side fixing plate
73. The linkage of the rotated counterclockwise in the figure to thereby
rotary block 20 and the operating members 30 can cut off the gate. In order
to retain the rotary block  be fulfilled by bringing the projections 33
formed on 20 at the centre of the mould, springs (not shown)  the operating
member 30 into engagement with the may be disposed on the opposite outer
side of the  spiral groove 27 formed in the outer peripheral sur-
cylindrical portion 21 of the rotary block 20 so as to  15  face of the
rotary member 20. Therefore, by moving urge laterally the rotary block.
the movable plate 73 relative to the movable die As an operating member for
exerting rotational  plate 2 in the mould closing state, the rotary block
force onto the rotary block, there may instead be  20 can be driven to
rotate, consequently to cut off used a motor 50 as illustrated in Figure 6.
The motor  a gate slug from a moulded product. 50 is built in the movable
side supporting plate 12   20  As is plain from the foregoing, the rotary
block and provided at the leading end of a drive shaft 51  20 serving to
cut off a gate slug may be disposed in with a gear 52 which is meshed with
a gear formed  either of the stationary and movable die plates, on the
outer peripheral surface of the flange por-  thereby to enhance the degree
of freedom in struc- tion 22 of the rotary block 20. According to this
tural design. mechanism, gate cutting can be effected at any time   25  The
spiral grooves 27 in the embodiment noted by actuating the motor 50 to
rotate the rotary block  above are formed in the outer peripheral surface
of 20. In the drawing, reference numeral 53 denotes a  the cylindrical
portion 21 of the rotary block 20. The guide pin.
spiral groove may otherwise be formed in the flange In a fourth embodiment
shown in Figures 7 and 8,  portion 22 of the rotary block 20. Namely, the a
sprue bush 60 is formed in a cylindrical shape and   30  flange portion 22
of the rotary block is provided in mounted rotatably within the stationary
die plate 1.  its outer peripheral surface with spiral grooves 80 The sprue
bush 60 has an enlarged portion 61 con-  as illustrated in Figure 11. Thus,
the rotational tained in a bore formed in the stationary side fixing
torque brought about on the rotary block 20 is in- plate 8. In one part of
the outer periphery of the en-  creased to reliably rotate the rotary
block. Besides, larged portion 61, there is formed a spiral groove   35
restrictions on the shape and size of the moulding 62. On the inner surface
of the bore in the fixing  cavity can be somewhat lightened in designing
and plate 8, there is formed a projection 63 which is in  manufacturing.
The rotary block 20 is retained by a engagement with the spiral groove 62
in the en-   ring 82 to be prevented from coming out. A sprue larged
portion 61 of the sprue bush 60. The sprue  bush 83 is incorporated into
the fixing plate 8 and bush 60 and the rotary block 20 are engaged with  40
comes in contact with the rotary block 20 so that the each other by means
of an engaging concave mem-   sprue 5 pierces through the sprue bush 83 and
the ber 64 formed on the sprue bush 60 and an engag-  rotary block 20. The
operating members 30 are con- ing convex member 65 formed in the rotary
block 20.  nected to the stationary side fixing plate 84. These With the
structure noted above, the sprue bush  and other elements denoted by the
same reference 60 is driven to rotate by moving the fixing plate 8   45
numerals as those in the foregoing embodiments are away from the stationary
die plate 1 so as to exert  equivalent in function to those in the
foregoing em- lateral torque onto the spiral groove 62 by the pro-
bodiments. jection 63 moving vertically, thereby to rotate the  As has been
described above, the resin moulding sprue bush 60. The rotational motion of
the sprue  die according to this invention makes it possible to bush 60 is
transmitted to the rotary block 20   50  automatically and finely cut off a
gate slug inevita- through the engaged concave and convex members    bly
formed in injection moulding immediately before a 64 and 65. Thus, the
rotary block 20 is rotated to  mould opening process, thereby to
effectively pro- cut off the gate.                                 duce
moulded articles of good quality at high speed. As explained in the
foregoing, the rotary block 20  As can be readily appreciated, it is
possible to de- may be linked to various rotational driving means  55
viate from the above embodiments of the present in- and the structure for
cutting off a gate according to  vention and, as will be readily understood
by those this invention can be applied to conventional moulds  skilled in
this art, the invention is capable of many of various types.
modifications and improvements within the scope Though, in the foregoing
embodiments, the rotary  and spirit thereof. Accordingly it will be
understood block 20 is incorporated in the movable die plate 2, it  60
that the invention is not to be limited by these specif- may be built in
the stationary die plate 1 as shown in  ic embodiments, but only by the
scope of the ap- Figures 9 and 10. To be specific, the stationary die
pended claims. plate 1 is bored to form a mounting hole 70 for the ro- tary
block 20. In order to rotate the rotary block 20 smoothly, the rotary block
20 may be supported ro-  65 4    7                  EP 0 299 612 B1
*   C  L  M   S   * 



Claims                                              and a flange portion
(22) of a relatively large diame- ter and said spiral groove (27) is formed
in said cy- 1. A resin moulding die comprising a movable die  lindrical
portion. plate (2), a stationary die plate (1) having a moulding  12. A
resin moulding die according to any of cavity (7), a rotary block (20)
mounted rotatably    5   claims 7 to 11, wherein said rotary block (20)
com- within said movable die plate or stationary die plate  prises a
cylindrical portion (21) of a relatively small and provided in its one end
face with a gate (26) de-  diameter and a flange portion (22) of a
relatively fining a resin passage communicating with said      large
diameter and said spiral groove (80) is formed moulding cavity (7), and at
least one operating mem-  in said flange portion. ber (30, 42,50) adapted
to rotate said rotary block   10.. (20) so as to deviate the gate (26) of
said rotary  Patentanspruche block (20) from the resin passage, whereby a
gate slug formed in injection moulding is cut off from a   1.
Kunststoffspritzform, bestehend aus einer mit moulded product before a
mould is open.             einem Spritzgu~hohlraum (7) versehenen stationa-
2. A resin moulding die according to claim 1 where-   15  ren Platte (1),
einer beweglichen Platte (2), einem in said rotary block (20) is provided
in said one end  entweder innerhalb der beweglichen Platte oder der face
thereof with a runner (25) communicating with  stationaren Platte
schwenkbar gelagerten drehba- said gate (26).
ren Block (20), welcher im Bereich einer Endflache 3. A resin moulding die
according to any preced-  mit einem Tor (26) versehen ist, das einen mit
dem ing claim, wherein said rotary block (20) is rotatably  20
SpritzguBhohiraum (7) in Verbindung stehenden Ein- mounted within said
movable die plate (2).          spritzkanal festlegt, sowie wenigstens
einem Betati- 4. A resin moulding die according to any of claims
gungselement (30, 42, 50), mit welchem der drehba- 1 to 3, further
comprising a stationary side fixing  re Block (20) derart verschwenkbar
ist, daB das plate (8) disposed so as to independently move rela-  Tor (26)
des drehbaren Blockes (20) aus dem Be- tive to said stationary die plate
(1), wherein said at   25  reich des Einspritzkanals gelangt, so .daB vor
der least one operating member (30, 42) is fixed onto   Offnung der
Kunststoffspritzform  der beim  Ein- said stationary die plate (1) so as to
rotate said rota-  spritzvorgang  gebildete  Spritzansatz  von  dem ry
block (20) by moving said stationary side fixing  Spritzprodukt
abgeschnitten ist. plate (8) relative to said stationary die plate (1).
2. Kunststoffspritzform  nach Anspruch 1, da- 5. A resin moulding die
according to claim 4   30   durch gekennzeichnet, daB der drehbare Block
(20) wherein said rotary block (20) is provided in its out-  an einer
Stimflache mit einer Rinne (25) versehen er peripheral surface with at
least . one spiral     at, welche mit dem Tor (26) in Verbindung steht.
groove (27, 62, 80) and said operating member is       3.
Kunststoffspritzform nach Anspruch I oder 2, provided with at least one
projection (33) which    dadurch gekennzeichnet, daB der drehbare Block
comes in engagement with said spiral groove (27,  35  (20) drehbar
innerhalb der beweglichen Platte (2) 62, 80).
gelagert ist. 6. A resin moulding die according to claim 4 or 5,   4.
Kunststoffspritzfomm nach einem der AnsprG- wherein said stationary die
plate (1) is provided with  che 1 bis 3, dadurch gekennzeichnet, daB eine
unab- a sprue (5) and said movable die plate (2) is provid-  hangig in
bezug auf die stationare Platte (1) vorge- ed with a sprue puller pin (6).
40   sehene Haiteplatte (8) vorgesehen ist, und daB we- 7. A resin moulding
die according to any of claims  nigstens ein Betatigungselement (30, 42) an
der 1 to 2, wherein said rotary block (20) is rotatably in-  stationaren
Platte (1) derar  befestigt ist, daB durch corporated within said
stationary die plate (1).     Bewegung der Halteplatte (8) in bezug auf die
statio- 8. A resin moulding die according to claim 7 fur-  nare Platte (1)
eine Rotation des drehbaren Blockes ther comprising a movable side fixing
plate (12) dis-  45  (20) hervorgerufen ist. posed so as to independently
move relative to said     5. Kunsttomtm  nach Anspruch 4, da- movable die
plate (2), wherein said at least one oper-  durch gekennzeichnet, daB der
drehbare Block (20) ating member (30, 42) is fixed onto said movable die
an seiner auBeren peripheren Oberfiache mit wenig- plate (2) so as to
rotate said rotary block (20) by  stens einer schraubenformigen Nut (27,
62, 80) moving said movable side fixing-plate (12) relative to   50
versehen !st, wahrend das Betatigungselement mit said movable die plate
(2).                          wenigstens einem Ansatz (33) versehen ist,
der mit 9. A resin moulding die according to any of claims  der
schraubenfOrmigen Nut (27, 62, 80) in Eingriff 7 and 8, wherein said rotary
block (20) is provided  gelangt. in its outer peripheral surface with at
least one spi-  6. Kunststoffspritzform nach Anspnuch 5 oder 6, ral groove
(27, 62, 80) and said operating member   55   dadurch gekennzeichnet, daB
die atationare Platte (30, 42) is provided with at least one projection
(33)  (1) mit einer Einspritzbohrung (5) versehen ist, wah- which comes in
engagement with said spiral groove    rend die bewegliche Platte (2) einen
Abzugsstift (6) (27,62,80).;
auiweist. 10. A resin moulding die according to any of        7.
Kunststoffspritform nach Anspruch 1 oder 2, claims 7 to 9, wherein said
rotary block (20) is pro-   60   dadurch gekennzeichnet, daB der drehbare
Block vided with a sprue (5) and said stationary die plate  (20) drehbar
innerhalb der stationaren Platte (1) ge- (1) is provided with a sprue
puller pin (6).        lagert ist. 11. A resin moulding die according to
any of claims  8. Kunststoffspritzform  nach Anspruch 7, da- 7 to 10,
wherein said rotary block (20) comprises a  durch gekennzeichnet, da eine
unabhangig in be- cylindrical portion (21) of a relatively small diameter
65   zug auf die bewegliche Plate (2) vorgesehene Hal- 5    *   C   L  M  S
* 
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vorgesehen ist, und daB wenigstens ein  te plaque stationnaire (1) de facon
a faire toumer lo- Betatigungselemenlt (30. 42) derart an der bewegli-  dit
bloc rotatif (20) en d6plagant ladite plaque de chen Platte (2) befestigt
ist, daB durch Bewegung  fixation lat6rale stationnaire (8) par rapport a
ladte der Halteplatte (12) in bezug auf die bewegliche Plat-  plaque de
moule stationnaire (1). te (2) eine Rotation des drehbaren Blockes (20)
her-   5  5. Un moule pour resine selon la revendication 4 vorgerufen wird.
dans lequel ledit bloc rotatif (20) est pourvu sur sa 9.
Kunststoffspritzform nach Anspruch 7 odor 8,  surface p6riph6eque exteme
d'au moins une rainu- dadurch gekennzeichnet, daB der drehbare Block     re
en spirale (27, 62, 80) et dens lequel ledit organe (20) an seiner ausseren
Oberflache mit wenigstens  de fonctionnoment est pourvu d'au moins une
saillie einer schraubenformigen Nut (27, 62, 80) versehen   10  (33) qui
vient en prise avec ladite rainure en spirale ist, wahrend das
Betatigungselement (30,42) mit we-  (27, 62, 80). nigstens einem Ansatz
(33) versehen ist, welcher     6. Un moule pour r6sine selon la
revendication 4 mit der schraubenformigen Nut (27, 62, 80) in Ein-  ou 5,
dans lequel ladite plaque de moule stationnaire griff gelangt.
(1) est pourvue d'une carotte (5) et dans lequel ladi- 10.
Kunststoffspritzform nach einem der Anspr0-  15  to plaque de moule mobile
(2) est pourvue d'une tige che 7 bis 9, dadurch gekennzeichnet, daB der
dreh-  d'extracteur de carotte (6). bare Block (20) mit einer
Einspritzbohrung (5) ver-  7. Un moule pour r6sine selon l'une quelconque
sehen *st, wahrend die stationare Platte (1) mit elnem  des revendications
1 A 2, dans lequel ledit bloc rota- Abzugsstift (6) versehen ist.
tif (20) est incorpore de fagon rotative dans ladite 11.
Kunststoffspritzform nach einem der AnsprO-  20   plaque de moule
stationnaire (1). che 7 bis 10, dadurch gekennzeichnet, daB der dreh-  8.
Un moule pour resine selon la revendication 7 bare Block (20) einen
zylindrischen Abschnift (21)  comprenant en outre une plaque de fixation
laterale mit relativ kleinem Durchmesser und einen Flansch-  mobile (12)
dispos6e de fagon A so d6placer ind6pen- abschnitt (22) mit relativ groBem
Durchmesser auf-  damment de ladite plaque de moule mobile (2), dans weist,
und daB die schraubenformige Nut (27) inner-  25  lequel ledit organe de
fonctionnement (30, 42) est halb des zylindrischen Abschnitts vorgesehen
ist.  fixe sur ladite plaque de moule mobilp (2) de fagon a 12.
Kunststoffspritzform nach einem der Anspr0-  faire toumer ledit bloc
rotatif (20) on deplagant ladi- che 7 bis 11, dadurch gekennzeichnet, daB
der dreh-  to plaque de fixation lat6rale mobile (12) par rapport bare
Block (20) einen zylindrischen Abschnitt (21)  A ladite plaque de moule
mobile (2). mit relativ kleinem Durchmesser und einen Flansch-  30  9. Un
moule pour r6sine selon l'une quelconque abschnitt (22) mit relativ groBem
Durchmesser auf-  des revendications 7 et 8, dans lequel ledit bloc ro-
weist, und daB die schraubenformige Nut (80) des   tatif (20) est pourvu
sur sa surface p6ripherique Flanschabschnittes vorgesehen ist.
exteme d'au moins une rainure en spirale (27, 62, 80) et dans loquel ledit
organe de fonctionnement Revendications                              35
(30, 42) est pourvu d'au moins une saillie (33) qui vient en prise avec
ladite rainure en spirale (27, 62, 1. Un moule pour r6sine comprenant une
plaque    80). de moule mobile (2), une plaque de moule stationnai-  10. Un
moule pour r6sine selon l'une quelconque re (1) pr6sentant une cavit6 de
moulage (7), un bloc  des revendications 7 a 9, dans lequel ledit bloc
rota- rotatif (20) mont6 de fagon rotative dans ladite pla-  40  tif (20)
est pourvu d'une carotte (5) et dans loquel que de moule mobile ou dans
ladtde plaque stationnai-  ladite plaque de moule stationnaire (1) est
pourvue re et pourvu sur une extr6mite d'un obturateur (26)  d'une tige
d'exracteur de carotte (6). d6finissant un passage de r6sine en
communication     11. Un moule pour r6sine selon rune quelconque avec
ladite cavd6 de moulage (7), et au moins un or-  des revendications 7 A 10,
dons loquel ledi bloc ro- Yj>   gane de fonctionnement (30, 42, 50) congu
pour fai-  45  tatif (20) comprend une portion cylindrique (21) d'un re
toumer ledit bloc rotatif (20) de fagon a devier  diametre relativement
pett et d'une portion de bride l'obturateur (26) dudit bloc rotatif (20)
par rapport  (22) d'un diametre relativement important, ladite ral- au
passage do resine, de maniere qu'un. bouchon     nure en spirale (27) 6tant
form6e dens ladite portion d'obturateur form6 lors du moulage par injection
sot  cylindrique. detache du produit moul6 avant l'ouverture du mou-  50
12. Un moule pour r"sino selon l'une quelconque le.
des revendications 7 A 11, dans lequel ledit bloc rota- 2. Un moule pour
r6sine selon la revendication 1  If (20) comprend une portion cylindrique
(21) de dia- dans lequel ledit bloc rotafif (20) est pourvu our sa  metre
relativement petit et une portion de bride (22) dite extrem-t6 d'un canal
(25) communiquant avec le-  de diametre relativement grand, ladite rainure
en dit obturateur (26).                          55   spirale (80) 6tant
form6e dans ladie partie de bride. 3. Un moule pour r6sine salon l'une
quelconque des revendications prec6dentes, dans loquel ledit bloc rotafif
(20) est monte de fagon rotative dans la- dite plaque de moule mobile (2).
4. Un moule pour resine selon lune quelconque   60 des revendications I A
3, comprenant en outre une plaque de fixation lat6rale stationnaire (8)
dispos6e de fagon a se d6placer independamment de ladite plaque
stationnaire (1), dens loquel au moins un dit organe de fonctionnement (30,
42) est fix6 sur ladi-  65 6    


