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· .• -.~;rporting table L 
• The central supporting surface 13 possesses 

a re(eS$ 28 which is concentric with the com­
pressed air pipe 16 and into which rhere is 
capJble of fining a projection 29 on the 
plunger 6. 

The operation of the device is as follows: 
The heated foil 4 of synthetic material .is 

conducted through the apparatus by friction 
0 so long as the peripheral portion 24 of the rol­

ler 21 is located opposite the roller 22. The 
rnller 21 is driven with a constant circum­
fcrtntial velocity. Immediately the peripheral 
portioo 23 thereof having the reduced radius 

5 is situated opposite the roller 22 the foil 4 re­
:11ains stationary. By means of the pressure 
:11cmbcr 20 th::: pan 9, and accordingh· the 
t\10 moulds 2 and 3, are moved downwards/ 
and the foil 4 is clamped firmly bcmecn the" 

0 surfaces 14 and 15. At the same time the 
plunger 6 takes up a position against tl1e foil, 
Yiz., opposite the point where the compressed 
air pipe 16 opens out inw the surface 13. At 
the same time the central portion of the foil 

5 4 is pressd by the force tif the plunger 6 into 
the recess 2S and about the projection 29. In 
this \\·ay there is fonned in the foil a recess 
wh:ch, ·owing to the cooling at this point, 
immcdiatelv bcco:rn:s hard and against which 
the m idd\e p(lnion of the foil i~- centred hy 
means of the projecti:m 29 during the admis­
S:on of the air. FolloKing thereon ccrnpre.<;sed 
J.ir is admined, and rhe foil 4 is moulded up­
wardly in irs middle portion, forcing back 

5 the plunger 6. After a cenain degree of 
moulding bas taken place the pressure from 
the pipe 16 passes by way of rhe annular re­
cess 27 to the entire clamped poni,-:m of the 
foil 4. The plunger 6 is forced further back-

0 11 ards and thi:: clamped portion is urged imo 
Il1e moulds 2 and 3_ \\!hen the plunger 6 has 
reached its swp the supplv of compressed <1ir 

terminated after a shore time. and the m;1u!d 
2 and 3 are mo-\'ed upwards by the pressure 

5 mem bcr 20. Owiog to its sprii1g control the 
plunger 6 acts simultaneously - as ejecting 
mc:rns and prcn'nls the finished vessel from 
adhering ro the mould. At this time there 
again c0ffimcnccs movement of thi:: band of 

50 material to\1 ards the right hy means of i:he 
r\1lkrs 21 and 22- :'\. completed Ycsscl 30 is 
1<1cated during the follc>11ing moulding opera­
tion with iL'> centre apprnximately in the plane 
c'•)ntaining the axes ,_,f the conveying nillers 21 

55 and 22, and a forrhcr »csscl 31 is situated out­
side 0f the device. Upon the next downward 
movement {1f the part 9 the band located out­
>lde of the device is severed from the foil -+ 
hv means of the knife 25 and the cutting edge 

60 26. In tbe example illustrated rn o com,pkted 
\·esc.c:ls 31 arc sbom1 in coniuncticm witb the 
band. Addirionallv to the knife 25, or alS{1 in 
place thereof. there mav be provided on tbe 
part 9 a stamping device by means 0f \1·hich 

65 the completed vessels may be stamped out 

.from tbe remainder of the band t0 which thev 
still adhere. · 

The pressure member 20 may be moved by 
compressed air. If the supply of compressed 
air to rhe pressure chamber of the member 20 
and to the compressed air pipe 16 is controlled 
by means of a commoo valve, there is pro­
vided, according 10 the im•cntion, in front of 
the connection 17, a retarding valve, which 
is effective in such a way that the compressed 
air pipe 16 does nm receive pressure until the 
pressure member 20 has been moved down­
wards and the foil is securely held between 
the surface 14 and 15. The retarding valve 
may be cnnstructed at the same time as a re­
gulai:ile rcstrictor. Variaticn in the thickness 
~f wall of tbe vessels produced may he effected 
by variation in the throttling action of the re­
tarding valve and by varying the effect of rhe 
spring or \1eight acting on the plunger 6. 

What we claim is: -
1. A method of producing thin-walled 

vessels which arc open to\1·ards one end, for 
example cups, from thermoplastic materiaL 
characterised in that a heated foil of synthetic 
material is placed in front ,,f the aperture of 
a mould corresponding to rhe external .form 
of the vessel and is pressed by the edge of 
this apertme against a supporting table, where­
upon the pan of the foil located within the 
mould apenure is urged into the mould b) the 
introduction of compressed air into a pipe 
opening out ioto the surface of the supporting 
table opposite the aperture in the mauld, there 
being forced backwards a plunger wh~ch. prior 
to commencement of the supply of compressed 
air, hears against the foil and the side of which 
directed towards the foil rnrrcsponds to the 
external fom1 of the bottom of the ve;;scl being 
produced. the plunger being movable into th~ 
mould up to an abutment in opposition to the 
force of a spring, which has a substantially 
flat characteristic or that of a weight. 

2. A method 3cc<1rding to claim L charac­
terised in that compressed air is caused to im­
pinge against tbe still unmzmldcd foil of syn­
thetic rnaterial over a small surface located 
opposire rbe plunger. and after a certain di::­
grcc of moulding has taken place compressed 
air is allowed to impinge over the entire sur­
f ace to be moulded. the plunger being forced 
hack. 

3 _ :\ method according to Claim 1 or 
Claim 2, characterised bv ·the use of foils of 
1hcrmoplas1ic material in 1he form of elcmgated 
bands_ · 

4. An apparatus for carrying e>ut the merhod 
according to any of Claims 1 w 3, character­
ised in that the supp-ming table for the foil 
of svnthctic material posse:;ses an annular sup­
porting surface. \\·hich co-Dperates \\lth the 
edge of the mould mm·able n~rtically in rcla­
tinn to the suppDrting table. and 3 small sup­
porting surface, which is located opposirc the 
plunger, and int{l which there opens out a sup-
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