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& (57) Abstract: The invention relates to a method for production of sheets made from binder, in particular plasterboards with recessed
edges. Said method comprises the following steps: 1) generation of a marking (301) ona face (2 or 3) of the pre-form (5); 2) detection
of the marking (301) and 3) transmission of an actuation signal to a cutting device (9) for the pre-form (5). The invention further
@ relates to a production line for said sheets, and a unit, particularly for the generation of an impression (12, 12bis) in a pre-form (5).
€ Said unit comprises a frame (101), first (102, 103) and second pulleys(105, 106), two belts (108, 109) around the pulleys (102, 103,
105, 106) and at least one line (111) running between said belts (108, 109), such that the axis thereof is parallel to the axis of the
pulleys (102, 103, 105, 106).
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Said unit conprises a frane (101), first (102, 103) and sé‘cgn‘w%lﬁnp@ys
(105, 106), two belts (108, 109) around the pulleys (102, 103, 105, 106)
and at |east one line (111) running between said belts (108, 109), such
that the axis thereof is parallel to the axis of the pulleys (102. 103.
105. 1061. - 9 JUN 2006 METHOD OF MANUFACTURI NG SHEETS BASED
ON HYDRAULI C BI NDE ROPNA ’ i

PR ER e PB0ZRA 261 A5 R IEHEEMEHITMEIEER (il e

met hod of manufacturing sheets based on hydraulic binder, in particular

sheets of PBhaSLEFHARM MPME M edyle: o roduction |ine for
produci ng %@‘?T%gﬁg,ﬁl“ﬁ ?bﬁé%g%par af'is’ E)'é‘%t"]&cfﬁ “E°F6r making an

| pr essi onvi; Ay 2, i oRO! M based” on YOr 24k 6Dl 8, Bk QLMEELEN | 1 N
forprogyolng, SNEELS, BRSed, ll BYCGPKET C DuibATai S SHECTS ar ¢ Ganeral
obt ai ned™bs 15, tutdd B sa T@y%mbﬁg}g@[ on hydraulic binder into deternined
| engt hs. Us€sidnsaM, A2 Befkor ez, gprerstMy brverd €n 0 qubcokcktid lhsRgliesSiiBl @ffes MBUGE akbpiaOf @
wheel pl acedpéen AT, BEBE.GH. ©F C4 BB DErEEIESrTih apvd, s2 Bfédr quy BMared amplisatresartistion aly yodtstze
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Déclaration en vertu de la régle 4.17 :
- relative a la qualité d’inventeur (régle 4.17.iv)) pour US
seulement

(57) Abrégé : L'invention concerne un procédé de fabrication de plaques a base de liant hydraulique, en particulier, de plaques
de plétre  bords amincis. Ce procédé comprend les étapes de : 19 réalisation d’une marque (301) sur un parement (2 ou 3) de la
préforme (5) ; 2) détection de 1a marque (301) ; et 3) envoi d’un signal d’actionnement & un dispositif de coupe (9) de la préforme
(5). L'invention concerne également une ligne de production de telles plaques, ainsi qu'un appareil, notamment, pour la réalisation
d’une empreinte (12, 12bis) dans une préforme (5). Cet appareil comprend : - un bati (101) ; - des premiéres (102, 103) et secondes
poulies (105, 106) ; - deux courroies (108, 109) entourant les poulies (102, 103, 105, 106), - au moins un fil (111) s’étendant entre
ces courroies (108, 109), de telle sorte que son axe soit parallele 4 I'axe des poulies (102, 103, 105, 106).



actuates the cutting device once the desired length for the sheet is
reached. 25 The wheel and the counter are usually situated at g

downst ream end of the production line, a short distance J N 2806 he
cutting device, this being so as to avoid the phenonena: of Iengthenrng or
shortening of the preform 30 The invention is ainmed at proposing an
alternative to this wheel/counter system More specifically, the invention
relates to a nethod 35 for manufacturing sheets based on hydraulic binder
froma pref oMETHODE Ofc MANUFRCTURINGt SHEET®  BOSED GO HEDRULIde steps of . 1)
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device for cutting APRARH@HSNEQR!MAKDMG:%@UIMW@ESSSONhls i n- partlcular has
the advantage of allowing the length of the sheet to be determned at the
time of the formng of the preform Furthernore, it allows other
oper atd ons, such as the 10 introduction of a lath under the preform the

making of1RQ | PIRSHION LAvERE; B of AfdAled hepguarid NO e  gpeet so that

the mark is centered I n engt hwi se i rection, e Initiated. 15 Such
a et hod 8?§Bf%%Eu¥h%9ad#aﬁ¥§§e%Pﬁﬁﬂ |PncahY§§au&é§d bhn@ﬁé pr d8ucti on of

sheets bapggc DBulwHr gHbe€s OF NPRaAsVbibodLRteriIgdré4aRered) .8488S. According
to one enbodi ment .of the invention, the mark 20 is al ready detected before

step 2) ahd &nPFRAPEELPBN1ige ﬁ&&egrﬁdpﬁénﬁr@H&hﬂSheetsf and to

10 an apparatus, particularly for making an impression in

a preform based on hydraulic binder.

In a production line for producing sheets based on
hydraulic binder, the sheets are generally obtained by
15 cutting a preform based on hydraulic. binder into

determined lengths.

Use is therefore generally made of a cutting system
made up of a wheel placed on the top of the preform and
20 driven in rotation by the movement of this preform. The
wheel 1is graduated and coupled to "a counter which
actuates the cutting device once the desired length for

the sheet is reached.

25 The wheel and the counter are usually situated at the
downstream end of the production line, a short distance
away from the cutting device, this being so as to avoid
the phenomena of lengthening or shortening of the
preform.

30
The invention is aimed at proposing an alternative to

this wheel/counter system.

More specifically, the invention relates to a method
35 for manufacturing sheets based on hydraulic binder from

a preform intended to be cut, this method comprising

the steps of:

1) making at least one mark on a facing material of

the preform (5);



Accordi ng to another enbodi nent of the invention, the mark is already
detected before step 2) and a lath is 25 introduced under theg pjUN Q006 the
conposition is left to set, then the lath is renmoved. According to yet
anot her enbodi nent of the invention, the mark is already detected before
step 2), an 30 inpression is made in the preformand a lath is introduced
under the preform the lath then .advantageously being introduced after the
i npression has been made and where the inpression has been nade. 35

Anot her sapj ecdetfctiiey ivheenddr®) bsida production line for producing sheets
based on hydraulig¢ binder froma,K prefarm_.this |ine mprising. a) in an
upst r eam Zbne H~ Wpr%u&‘?%%r&a, ShE 5P nd kic%gflaé’% ac?c?]% mat eri al
of the preformuctthg Mh2@eford. b) in a downstream zone of the production
line, means of detecting a mark nade by the marking neans; c) a cutting
device; and d) actuating neans for actuating said cutting device 5 after
r ecei 6 ngA amdehedt saphsiagnalhifg oin t hart dewbari basnddes.a FHg to one

enbodi nment . o . tq ' f Ldual g sheats-pased on hydraulic
bi nder ac%%r d}inég}%trg& ?%yﬁchie%gvﬂe% ot(r%{,et ere are provided additional neans
of detecthagtime ofrthe riaming ofakibegPaRiPKPression in the preform
and/or a device for introducing |aths under the preform additional

actuating neans for actuating, after receivi R& a det ecl—}xi on signal fromthe
addi t i onafULThIERRIR i of EmHOYSs aP HPEa RO SR ERRSng BT nffessi®n in the
pr ef Qlom apg st thriean Sa Of at turndkici g |@tdormndsie tiek mefof m

According to .an advantageous.alternative for f hS O gmbogi ment, the
addi t i onat? adtPAESHGReat® &R c 16%?%1:“‘ I Ehe' ddlidingOoMORS

sheet so that the mark is centered in the lengthwise

direction, to be initiated.

15 Such a method also has the advantage that it can be
used in the production of sheets based on hydraulic

binder with feathered (tapered) edges.

According to one embodiment of the invention, the mark
20 1is already detected before step 2) and an impression is

made in the preform.

According to another embodiment of the invention, the
mark is already detected before step 2) and a lath is
25  introduced under the preform, the composition is left

to set, then the lath is removed.

According to yet another embodiment of the invention,
the mark is already detected before step 2), an
30 impression 1is made in the preform and a lath is
introduced under the preform, the lath then
advantageously being introduced after the impression

has been made and where the impression has been made.

35 Another subject'of the invention is a production line
for producing sheets based on hydraulic binder from a
preform, this line comprising:

a) in an upstream zone of the production line, means

of marking a facing material of the preform;



that each lath be introduced substantially where an inpresg duNhaggbeen
made or opposite the place where an inpression has been nade. 25 According
to anot her aspect of the invention, there is proposed an apparatus in
particular allow ng the making of an inpression or reservation in a
preform based on hydraulic binder. 30 On this subject, American patent No
4 781 558 describes an apparatus Lngended for nmanufacturing sheets of

pl asterboard with recesses. It therefore proposes the nmaking, on a preform

i ntended ) beiguh HewHbveeshegbhe 6f Phaspesboatilonolinecessessusing a

drum 34 conprisi.ng 35 bosses 36 (see,in particular. figure 1 of that
patent). The G&pHATBFCIAE 782 égaqesq?%grréef &ae&d‘&ge HEd by the size of
t he bosseg) Thascutoinadgeitdpe atepth and/ or the shape of these recesses,

it will b necessary. to replace_the drum 34 wi Mn.-. 9 JUN 2006
- 4 havi%& bogggga%¥ng Eﬁgggrgﬁ :ﬁ?§$%$% cwgéﬂgpgggﬁﬁﬁingéyggﬁ pat ent No.
2 991 B24, inpeéssronsebeAvisdB aar elatedeiion a pirgsfar m freendelet o be cut

to give sheetsy S ard, by neans (see in particular figure 1 and
colum 3, IineséﬁgEFQEQB&gégghat patent) of a band 20 rotating around two

rollers 21 and having a projection 25. The preformis then cut in the

m ddl e of pctBeqhi ARr €8SioPRS S redtPlFdUae: shesdsctddh feashebed 10
edges. In this caSe too, to chgnge thg Slie apd/ or shape_ of tEe
i npr essi oRECINFinguPhesEsnBaeedaPy PBIFapLice Pﬁgerbﬁﬁgoﬁglﬁﬂt “anot her

bandﬁhavingepﬁgh%mwﬂ@ms(ﬁheﬁé diéf prent dedz adatid/ienadhapsandhefi nventi on
or of or m WAFEEC At P hEREa T B Perting KL BoRt] DA T3E Lok naRgl ng t he
si ze the preform and/or a device for introducing laths under
the preform, additional actuating means for actuating,
after receiving a detection signal from the additional
15 detection means, said meané of making an impression in
the preform and/or said means of introducing laths

under the preform.

According to an advantageous alternative form of this
20 embodiment, the additional actuating means anticipate
that each 1lath be introduced substahtially where an
impression has been made or opposite the place where an

impression has been made.

25 According to another aspect of the invention, there is
proposed an apparatus in particular allowing the making
of an impression or reservation in a preform based on

hydraulic binder.

30 On this subject, American patent No 4 781 558 describes
an apparatus intended for manufacturing sheets of
plasterboard with recesses. It therefore proposes the
making, on a preform intended to be cut to give sheets
of plasterboard, of recesses using a drum 34 comprising

35 bosses 36 (see in particular figure 1 of that patent).
The depth of the recesses is therefore determined by
the size of the bosses. Thus, to change the depth
and/or the shape of these recesses, it will be

necessary to replace the drum 34 with another drum



20 and/or shape of these inpressions quickly and easily. N@tﬁugpﬁmgfl cally,
t he apparatus according to the invention conprises at |ea me; 25 -

two first pulleys supported at a first end of the frane and two second
pul l eys at a second end of the frame; the first pulleys and second pulleys
being in parallel planes; the pulleys facing each other being identical;
30 - two transmi ssion belts w apped4respectively around the first pulleys
and the second pulleys; at |east one wire fixed renovably to the belts and
ext endi nhbateepstskesefbal Hifferehatsite andhgr teitdpal axis is parallel to
the axis of 35 rotation of the pulleys. Thus, the invention nakes it
possi bl e satisfactorily to produce sheets based on hydraulic binder with

f eat her edin extgesican pItBR2006. -5 WheF24 cattprssahenadiahi a§ds of the

'nventlonfgléadgNin%lé¥% rhpqgtbﬂdg@t@blbbnchﬁet@e§ﬁbbp%hggtwh'Ch fol l ows

and whi cii'i's given w erence to the figures, in which: figure 1
schendt i el | plasteibraved spert Meangepisees in hEaHBéFPééﬁl F490T6f 1a product i on

line for ,pf Qo nﬂﬂﬁhqeltr%@%e(td)mjﬁy&f agtha€ paaélﬁt) aecar diang to the
i nventi on 10 i gure 2 schenmati cal I%/ nd i n%lgers bve .depicts the

downst r e pafataFing praxRRd orf19 neF$ oY r otitici A 8V¢"Bas&d on
hydraul i ﬂH'BBEionanordm%gp&@fbhm ulvehbnonut-1h|gheenad§dhenﬁt|calIy and

'ppepggfnpe Ve dopl oloy s L A PR AL U LOLnIBELNG LIPS 1 e

10 edges

In this case too, to change the size and/or shape of
the impressions, it would be necessary to replace the
band 20 with another band having . projections of

15 different size and/or shape.

The invention is therefore aimed at solving the problem
of making impressions in a preform while at the same
time offering the possibility of changing the size

20 and/or shape of these impressions quickly and easily.

More specifically, the apparatus according to the
invention comprises at least:

- a frame;
25 - two first pulleys supported at a first end of the

frame and two second pulleys at a second end of
the frame; the first pulleys and second pulleys
being in parallel planes; the pulleys facing each
other being identical;
30 - two transmission belts wrapped respectively around
the first pulleys and the second pulleys;
- at least one wire fixed removably to the belts and
extending Dbetween these belts so that its

longitudinal axis is parallel to the axis of

35 rotation of the pulleys.

Thus, the invention makes it possible satisfactorily to

produce sheets based on hydraulic binder with feathered

edges.



- figure 4 schematically and in section depicts the assenbly a, w.re
onto a chain link; - figure 5 schematically depicts a wire grQ abé'r zﬁﬁn 20
- figure 6 schematically and in a view from above depicts a support piece
nmounted on a chain link; - figure 7 schematically depicts the support piece
of figure 6, viewed fromthe front; - figure 8 depicts a sheet that can be
obtained 25 using the nethod according to the invention; - figure 9
depi cts another sheet that can be obtained using the method according to
the invention; - figure 10 illustrates an optional intermediate 30 step
in a nethod of manufacturing sheets based on hydraulic binder; - figure 11
schemat i (tihar divktiurgserspeadvratagsisccef tadenivEation itiod® ng | at hs
under a preferdn hased pondvadnauld G ndedsr igx for it kb1Schemtical ly
and in a top view depicts the device of figure 11; - _figure 13
schemat i cand ywhadhi isa 3%3%“v?”é\'fvhde‘iﬁfc?’éen‘?€het8e\ﬁ]}tee nggraﬁr é™M1; - figure
1ﬁtscgﬁﬁgﬂf§HJy an Ln a side view depicts - 9 JUN 2006 - 6 an
alternative formof the device of figure 11; figure.l5 seh jcally and
in section depiid¥el det fatgcq iy d%’i}&cénoipeﬁsgﬁrcglff icfﬁpﬁiﬁéati ngyt he
hgtroﬂuct;pn:ﬁhéilaﬁétnﬁukw papy ef of m basedodnctiohydddwme ¢ fsimder; figure
schemati ca epi cts [ f ducti onyl,i r i
o digRiEr s BALLLQT GafdPduehi ONpbhpguior ProdRedng sheets

based on hydr _ raccording to the invention conprising an
alternative famafdirige tappdeatinyent@oher nmaki ng the i npressions; and

10 - figure 2 schematically and in perspective depicts
the downstream part of a production 1line for
producing sheets Dbased on hydraulic binder
according to the invention;

- figure 3 schematically and in perspective depicts

15 an apparatus for making impressions in the preform
based on hydraulic binder;

- figure 4 schematically and in section depicts the
assembly of a wire onto a chain link;

- figure 5 schematically depicts a wire gripper pin;

20 - figure 6 schematically and in a view from above
depicts a support piece mounted on a chain link;

- figure 7 schematically depicts the support piece
of figure 6, viewed from the front;

- figure 8 depicts a sheet that can be obtained

25 using the method according to the invention;

- figure 9 depicts another sheet that «can be
obtained wusing the method according to the
invention;

- figure 10 illustrates an optional intermediate

30 step in a method of manufacturing sheets based on
hydraulic binder;

- figure 11 schematically and in perspective depicts
a device for introducing laths under a preform
based on hydraulic binder; -

35 - figure 12 schematically and in a top view depicts
the device of figure 11;

- figure 13 schematically and in a side view depicts
the device of figure 11;

- figure 14 schematically and in a side view depicts



figures 17 and 18 schematical ly depict a pusher and its recept mgé hese
being el enents of the apparatus for making the inpressions o m
15 DETAI LED DESCRI PTI ON OF THE | NVENTI ON METHOD ACCORDI NG TO THE | NVENTI ON

Figure 1 shows an upstream part of a production line 20 for producing
sheets based on hydraulic binder. In the upstream zone of the line, a
hydraul i ¢ bi nder conposition 2 is poured onto a facing material 1 and
generally covered with a second fa'ci6r1g’ material 3. The 25 passage of the
entity under the formng plate 4 giv a ef or whi ch ves, supported
by a conveyor %I?P“ﬁ’m%b%éer oteqrﬂ‘e%éoﬁgt Flsghc?oﬁg] g%g't‘ﬁ% ?':iﬂr‘)le where it is
cut transverseiguby mcathémgtﬁmlb;e angener atégt pomsidspiings of a roller
equi pped with utter:( u upst r eant
& gal c: H’ é& tra\sllrehfie&%Qt ta}-gl%p#et;orm 5. 35 The

and "downst r eant "7 &f ef to i rec
"upstream zoneintlsodmmrbrefl at eln‘:tté'd und@nl ¢ prestermt baseto grean the part

of th pr oducty Ad].nfc k?:!ﬁrﬁz"?:t .ed near the formng plate 4. The "downstream
zone" |S|nten to nean t part of - 9 JUN 2006 - 7 5 10 15 the

production |i n%l%lilf%al%d fedemafkd caddyi ngdgR¥FE® 9.PAFe hyRff auld ¢ bi nder

conposi tion prﬁf@&@éﬂi}’or@mﬂl@iensfo@ a§§@&ucﬂ‘l§ f sigdengs Mgl ord and 3 may
consi st of sheet aper, .glass nmatt.| ng any ter| al %own to the

person skilled ‘?ﬁ]el rtbéi’él i ngcaprdl %sea §s ™YL According
to the inventi&smprid kidganeals e30 tave form of the apparatus

10 : for making the impressions; and
- figures 17 and 18 schematically depict a pusher
and its receptacle, these being elements of the

apparatus for making the impressions of figure 16.

15 ' DETAILED DESCRIPTION OF THE INVENTION

METHOD ACCORDING TO THE INVENTION

Figure 1 shows an upstream part of a production line

20 for producing sheets based on hydraulic. binder.

In the upstream zone of the line, a hydraulic binder
composition 2 is poured onto a facing material 1 and
generally covered with a second facing material 3. The
25 passage of the entity under the forming plate 4 gives a
preform 5 which moves, supported by a conveyor belt 7,
toward the downstream zone of the line where it is cut
transversely by a cutting device 9 generally consisting

of a roller equipped with a cutter (figure 2), to give

30 sheets.

The terms ‘“upstream” and vdownstream” refer to the

direction of travel of the preform 5.

35 The “upstream =zone” 1is therefore intended in this
description to mean the part of the production 1line

situated near the forming plate 4.

The “downstream zone” is intended to mean the part of



provi ded, generally upstreamof the formng plate 4, to d | east
one mark, preferably on the facing nmaterial 3 of the prerbgmﬂgfzﬂmi mar k
is therefore generally made upstreamof the formng plate 4, that is to
say before the preform5 is fornmed. 20 The mark nay be produced by
depositing a material such as an ink on the surface of the facing
material, so as to neke a spot, a Line or any sign. The deposited
material may or may not be visible to the naked eye. The size of the nmark

may vary Mdgle 2 The 17Rck sTBUaBkaOneqnstal eficaingldstioe pecess made on

t he surfac cing material. The marking neans 300 may therefore
consist of a piece 30 formng an inking stanp which is noved regularly

back and st by hewal det hei dach ngombericabnd psefbtasiy atemhtdind he
doubl e- headed arrOM/B When the piece formng a stanp cones into contact

Wit h prmaQ%ﬁﬁQﬁi material 3 it Ieaves a mark 301 on the face of this
matergal . 35 As an alternative, is also possible to use other narking

means 300 _su as an encod upled to _an inkj ice-to trigger
cl ean pHQHQré} 0 eR %F1$%%m2p888 e TRPSHE" O?u%%ﬁ%g% oqfthe ra?g of
- 9 JUN 200fr,8 Hlawel métthmgpaperpnat mhgedesilr edndéwrquemcythe cont rol | ed
by the person skjl.l ei%d N4 st he i o %oedr}:ﬁt Oleo S PHEEL & & S0 shows

e

det ect i oY Teans ° arrange% above the preform5, at an appropriate point
so t hat Whenp@ nark 301 passes under them they are able to detect it.
Thesgqdetection neans 302 are of course chosen 10 according to the type of

the mark that is to be , ,
According to the invention, marking means 300 are

provided, generally upstream of the forming plate 4, to
produce -at least one mark, preferably on the facing
material 3 of the preform 5.

15
The mark is therefore generally made upstream of the

forming plate 4, that is to say before the preform 5 is

formed.

20 The mark may be produced by depositing a material such
as an ink on the surface of the facing material, so as
to make a spot, a line or any sign. The deposited
material may or may not be visible to the naked eye.
The size of the mark may vary widely.

25
The mark may also consist of a relief or recess made on

the surface of the facing material.

The marking means 300 may therefore consist of a piece
30 forming an inking stamp which is moved regularly back
and forth toward the facing material 3 as illustrated
by the double-headed arrow B. When the piece forming a
stamp comes into contact with the facing material 3 it
leaves a mark 301 on the face of this material.
35 |
As an alternative, it 1is also possible to use other
marking means 300 such as an encoder wheel coupled to
an inkjet device to trigger clean printing (indexing

the speed of the jet as a function of the rate of



detected. They may consi st of a photoelectric sensor. Thus, eaczuti ne the
presence of a mark 301 on the preform5 is detected by the 48t dUNi 2006 reans
302, a 15 detection signal is sent to actuating neans (not depicted) which
then send an actuating signal to the cutting device 9 so that the latter
cuts the preform5 to give a sheet. 20 According to an advant ageous

enbodi ment of the invention visible,also in figure 1, additional

detection neans 303 are provided dowhst ream of the narKki ng nmeans 300,

preferably_in {he upstream gener y t.ream of . mng plate
4. 25 Thel)slléa é%ltdi tlognalth et e%%l%r? rre%ﬁs. gbé alr(%%g‘g%gr aﬁ“yetdgferk%’e sane type
as the detectiohledaby 30R2e becagson tdeylledednt otlbe abite 6 ddiect the nmark

301. 30 A%g%ltéé)&?l actuating neans are then also provided to, having
recei ved etection signal fromthese additional detection neans 303,

send an actuating signal to an apparatus for making an inpression or

reservat i o thea PEST RBWS. d3Beldbisnafidhhkonab dehRelged@n Movdie mark 301
for making an inpression therefore takes place beforget he mark 301 is

det ect ed Fhe sPERLOYMoP ¢ B AR IRRPIARTIRLS RS FRetlRbt 16T & the

preform Spafk HiN HMses Undere tHEw, e33iedn atey abeenadedbyeanyigeans, for
exanple by following the teachings of American patents Nos. 2 991 824 or

4 781 558. 5 As a preference, however, use is made of an apparatus which
wi |l now heegtescdebedtiondetreans M3d2ng ahe | ofresoigse chosen

10 according to the type of the mark that is to be

detected. They may consist of a photoelectric sensor.

Thus, each time the presence of a mark 301 on the
preform 5 is detected by the detection means 302, a
15 detection signal 1is sent to actuating means (not
depicted) which then send an actuating signal to the
cutting device 9 so that the latter cuts the preform 5

to give a sheet.

20 According to an advantageous embodiment of the
invention - visible also in figufe 1, additional
detection means 303 are provided downstream of the
marking wmeans 300, preferably in the upstream zone,
generally upstream of the forming plate 4.

25
These additional detection means 303 are generally of

the same type as the detection means 302 because they

need to be able to detect the mark 301.

30 2Additional actuating means are then also provided to,
having received a detection signal from these
additional detection means 303, send an actuating
signal to an apparatus for making an impression or
reservation in the preform 5.

35
This additional detection of the mark 301 for making an
impression therefore takes place before the mark 301 is
detected in step 2) of the method which triggers the
cutting of the preform 5.



10 The preferred apparatus for nmaking the inpressions is de iCtﬁg
schematically in figure 3. It conprises a franme 101 in the 8 ébé fnmﬁ H
but which 15 can easily be given nunerous other shapes by the person
skilled in the art. Supported on this frane 101 are, at a first end 104,
two first pulleys 102 and 103 and, at a second end 107, 20 two second
pul l eys 105 and 106. The first puldeys- 102, 103 lie in a first plane, the
second pulleys 105, 106 in a second plane and the first plane is parallel
to the second plane. 25 The pulley 102 and the pulley 105 are situated one

facing thﬁgéﬂﬁ}%gé%oﬂ %i}g%in%e e Akl ey, 403 ands thg pulihey 106 are

al so situate . aci'ng the other and are identical. The pulleys 102,
103, 105 Exdlawstan kbeat e tgsltingshensef ves Am@31K21 r stPR¥&MsHi ssion bel t

108 is wgpped agpungh 4 hg f it gyl | eys 102, 103 and a second transm ssion
belt 109 1s wapped around the second pull eys 105, 106. The transmn ssion

bel t s 3108 and 109 are identical. They - 9 JUN 2006 - 10 are connected

together hy at pheastenne, Whokeldt, WHes ¥ r@adikl oifs i xgsbaeamyably to the
first and sggon, belts 108, 109 . .a _extendslbetmeen t hese belts 5 108, 109
so that iYRI¥bAgtudidaredessd 4 &°%831 the axis of rotation of the

pul Il eys. Thus, when one of the pulleys, for exanple the pulley 102, turns,

it drives,the transm ssion .belt 108 which 10 itself drives the other pulley
situatedﬁmalp i eéélonéit (the pulley 103) and the wire 111. The
| att &0 therefore noves in the path defined, on the one

The preferred apparatus for making the impressions is

depicted schematically in figure 3.

It comprises a frame 101 in the shape of an H but which
15 can easily be given numerous other shapes by the person
skilled in the art.

Supported on this frame 101 are, at a first end 104,
two first pulleys 102 and 103 and, at a second end 107,
20 two second pulleys 105 and 106.

The first pulleys 102, 103 lie in a first plane, the
second pulleys 105, 106 in a second plane and the first
plane is parallel to the second plane.

25
The pulley 102 and the pulley 105 are situated one

facing the other and are identical.

The pulley 103 and.the pulley 106 are also situated one

30 facing the other and are identical.

The pulleys 102, 103, 105 and 106 can rotate about

themselves.

35 A first transmission belt 108 is wrapped around the
first pulleys 102, 103 and a second transmission belt

109 is wrapped around the second pulleys 105, 106.

The transmission belts 108 and 109 are identical. They



hand, by the loop consisting of the belt 108 and, on the other 3{18 Z)@
is connected to the second belt 15 109, also by the | oop consi sSt the
| atter. The symetry of the apparatus according to the invention therefore
allows the axis of the wire 111 to nove in an elliptical path, its axis
remai ning 20 constantly parallel to that of the pulleys. Provision may be
made for two pulleys situated one- fiagcing the other to be fixed on one and
the sane shaft. 25 The apparatus may al so conprise nmeans for driving the
rotati on ofs atonreasiednofftidire puldteyeasthese weaasilbmy possibly drive
two pulleys by neans of the shaft on which they are nounted. 30 The wire
111 generally has a cylindrical shape, but it mnay adopt a great nany
shapes anpm{s Whiigk nenti ois nHixekde madeveblypara | €hepi pedat , ap‘rd smatic,

etc. shapes. be f| xe for a L0T ¢ h
transni ssTom orbci ga¥§ a8 t’oqb &( ?ngrég%ngglég%‘g %SE 6}? aced easily by
anot her neahs D69 elsongdtas si*lzanelow@Em@lm@lt@XaS pief @lalr@dl@ﬁrbdd? ment of the

i nvention e e rangedparal lel to one another 9 JUN
200b - 11" h%l%%léa%e étgaztsnﬁj']r}ssﬁ)n 1ﬂ%relpﬁlg' 1 8 and 109 (see figure 3). The

pul | eys are pref erably sprockets and the 5 transm ssion belts chains able
to col | abpral e yhif o“n@esﬁ StFHé)Cﬂs@IEeyéO Fbe wéaﬁlaaythtehegmlbleeil xed in the

vvaylllustratedln ure 4. This figure ¢ d on a
chain |i n3k021'12tu5§}5rre&%s do‘flvzfss 93?@%8&&%41 ahal‘é \Rn%rae Y ‘%b pi n
114. 135 ThesdBft @rivied ttlee Cb&lh@rl Igﬁlklﬂél.}Z siephaeés ionetbk tdwmme

plane as it (the pulley 103) and the wire 111. The
latter therefore moves in the path defined, on the one
hand, by the loop consisting of the belt 108 and, on
the other hand, as it is connected to the second belt

15 109, also by the loop consisting of the latter.

The symmetry of the apparatus according to the
invention therefore allows the axis of the wire 111 to
move in an elliptical path, its axis remaining

20 constantly parallel to that of the pulleys.

Provision may be made for two pulleys situated one
facing the other to be fixed on one and the same shaft.

25 The apparatus may also comprise means for driving the
rotation of at least one of the pulleys. These means
may possibly drive two pulleys by means of the shaft on

which they are mounted.

30 The wire 111 generally has a cylindrical shape, but it
may adopt a great many shapes among which mention may

be made of parallelepipedal, prismatic, etc. shapes.

It may be fixed for example by screwing to the
35 transmission belts so as to be able to be unscrewed and

replaced easily by another means of elongate shape.

According to a preferred embodiment of the invention,

several wires 111 are arranged parallel to one another



roll er bearing pins conventionally used. The wire gripper pin 1}@ hﬁwﬁhomn
in detail in figure S. It conprises, in order: 20 - a threadé&d N 5 a
generally cylindrical and plain part 116 able to be introduced into the
roller of the chain link 112 to replace the roller bearing pin
conventionally used, 25 - a plain part also generally cylindrical and plain
117, of a dianeter generally great er than that of the part 116 and able to
be introduced into the hole 118 in %he support piece 113 (see figures 6

and 7). 30 -2 head 119..and 2 680t naly hore:§30 raehi negogeneial Iy from the

head 119, ab to éxte ar as the part 116 and intended to house the
wire 111.£3517Eheéd)support piece 113 is visible in figures 4, 6 and 7. It
conprises the hole 118 able to collaborate with the corresponding part 117
of the wire gripper pin 114 and a bore 121 opening into the hole 118. This
bore 121 The - ®uldeyZ0062are12 PrAfeRARHYso $HERC °ﬁgﬁ es@tr ew22 can be

screwgd iyfghsrisdifOHIIRES thainkr eaBld peesedllidtsinterd hevidle 118 with
aviewto holding it firmy (see figure 4). 5 Thus, to fix a wire 111 to
the chai Ehesfk SPEOCKSeE set- up of figure 4 is achieved. To do that, al

that is required is for the part 117 of the wire gripper pin 114 to be

introducedq into the support piece 113,.fo0 t nQh A8l LOllgr fearing pin
of the Iiﬁh?lﬂﬁr?% 83Y18%F8n05é65j$%r %%eEggrpg¥lglg?Sfﬁ%gﬁ re gripper pin
114 to beigude cduced along the axis of the roller, and for the assenbly

to biftightened by screwing a nut 123 onto the end 115 of the wire gripper

pin 4, for the wire . .
This figure 4 shows a wire 111 held on a chain link 112

by means of a support piece 113 and a wire gripper pin

114.

15 The latter, in the chain link 112, replaces one of the

roller bearing pins conventionally used.

The wire gripper pin 114 is shown in detail in
figure 5. It comprises, in order:

20 - a threaded end 115, -

- a generally cylindrical and plain part 116 able to
be introduced into the roller of the chain link
112 to replace the roller bearing pin
conventionally used,

25 - a plain part also generally cylindrical and plain
117, of a diameter generally greater than that of
the part 116 and able to be introduced into the
hole 118 in the support piece 113 (see figures 6
and 7),

30 - a head 119, and

- a central bore 120 machined generally from the
head 119, able to extend as far as the part 116

and intended to house the wire 111.
35 The support piece 113 is visible in figures 4, 6 and 7.
It comprises the hole 118 able to collaborate with the

corresponding part 117 of the wire gripper pin 114 and
a bore 121 opening into the hole 118. This bore 121 is




111 to be introduced into the central bore 120 of the 15 wire grlyNegipi n
114 and for it to be held there firmMy Dby screwing the press scremllgz
into the threaded bore 121 until it effectively conpresses the wire 111.
O course the wire gripper pin 114 is nounted in such a 20 way that its
head 119 is on the inside of the chain, that is to say on the side facing
toward the other chain. The suppgr% piece 113 preferably conprises two
pairs 25 (hole 118, threaded bore 51), t he spaci ng between the axes of

the hol es.hif&odrgspending bekhe soeeqahaaspagl bg helwsem tieaxes of the
rollers of achainlTlin 112, so that two wires 111 can be held on the sane

link 1121t ako cepmpreegedueed¥Fom ¥ RFET e ide dogust Hvi ng
several igentigali SHPRONoRIBEeS t1¥3 any adiacenukinks, it is possible to
align several wires 111 in parallel so as to constitute a neans of

el ongate shape. 35 In order for the apparatus which has just been

descrisbedri®s pec @bt £xt® BEreISE i to athopthadrm narknerl pn the pseduction |ine

for produci ng_sheets based on  hydrauli¢ binder, .the gis e t ween t he
t ransni ss‘i‘li’)n%-f QEEIMGZ 615 PSNIBYPs ootﬁlgs%élﬁﬁar a?ﬁis %gﬁgt JFsgast equal

gg th V\nndédjlalﬁéclit he [foaf drhe Spafhud 17t s et vl wirandgrimeepulpEys lie on
e anged T akS dor b PRt iR LEES] Fhe” pubpo Phece MIIPPREEILS e
turning, the wormadr mekler 1beaxieat ®@inorofr ehee ldmk i hp? e$8i dfin the
g;g; o * enti,JddNe PRPARALUDATRY 108 abovens haipeeteigper iginwich case it
S tg égpgggiggﬂceg’aggngngﬁg %Q?sp%%f%%glibller, and for
the assembly to be tightened by screwing a nut 123 onto
the end 115 of the wire gripper pin 114, for the wire
111 to be introduced into the central bore 120 of the
15 wire gripper pin 114 and for it to be held there firmly
by screwing the press screw 122 into the threaded bore

121 until it effectively compresses the wire 111.

Of course the wire gripper pin 114 is mounted in such a
20 way that its head 119 is on the inside of the chain,
that is to say on the side facing ‘toward the other

chain.

The support piece 113 preferably comprises two pairs
25 (hole 118, threaded bore 121), the spacing between the
axes of the holes 118 corresponding to the normal
spacing between the axes of the rollers of a chain link
112, so that two wires 111 can be held on the same link

112, as can be deduced from figures 6 and 7.

30
By thus having several identical support pieces 113 on
adjacent links, it is possible to align several wires
111 in parallel so as to constitute a means of elongate
shape.

35

In order for the apparatus which has just been
described to be able to be used in an optimum manner on
a production 1line for producing sheets based on

hydraulic binder, the distance between the transmission



in which case it creates the inpression 12bis visible in figqu EJQ@' 0l For
practical reasons, it is preferable for the apparatus accordiﬁ Ztﬁtg
invention to |lie above the preform5. The operation of the notor is
adjusted so that the 20 transm ssion belts nove at the sane speed as the
preform O course, it would be possible to anticipate two (or nore)
apparatuses according to the inventijgn,_ one 25 situated above and the other
bel ow the preform so as to create, respectively, an inpression 12 on the

top of tB@l%eE@r 3 20y p%&alt&er 88Sa@Nn 1:2kts udiha-dinded siydecnhof the
preform5 (see gure 10), the underside of the PreformS beig%the si de
s

of this pP fBFFh Brﬁ,ﬁPEﬁ es?gus?,ot}é%s? hee tohvalydr eI Rullerfe ition of

the inpressi eAch21bsgetddha®ciide coOmmCtR@GAorni.hat of a mark 301, which
nmeans that an inpression 12 may or may not be made on a mark 301. 35

Li kew se, the position of the inpression 12bis is not directly connected
to thag oiruatnafdnoﬁel whheh rgarsathizat ds | npreasged 12bhs nay or nmay not

be made under UN. 2006 0si t e mark 301
and t hat 8?pf'ﬂgrf‘%€?e‘§§¥oﬁo ggﬁg %%rﬁt%\ %ous nngﬂ' %%le(?fl‘ sﬂ()) %%e preform5
is cut atuaningpredss owif@. oF Twiies héhlglmtﬁa?ee@s Qme@t\m tanf eat hered

transvers%mpﬁgggfo&ol?{'ﬁ%@'?réﬂbxirﬁ gure B. If faced with an inpression 12bis

made on the underside preform the cutting device can be set to
cut the pref orm opposite the place where this inpression
10 The apparatus may be above the preform 5, in which case

it creates the impression 12, or under the preform 5,

in which case it creates the impression 12bis visible

in figure 10.

15 For practical reasons, it is ©preferable for the
apparatus according to the invention to lie above the

preform 5.

The operation of the motor is adjusted so that the
20 transmission belts move at the same speed as the

preform.

Of course, it would be possible to anticipate two (or
more) apparatuses according to the invention, one
25 sgituated above and the other below the preform, so as
to create, respectively, an impression 12 on the top of
the preform 5 and an impression 12bis on the underside
of the preform 5 (see figure 10), the underside of the
preform 5 being the side of this preform 5 which rests

30 on the conveyor belt 7.

The position of the impression 12 is not directly
connected to that of a mark 301, which means that an
impression 12 may or may not be made on a mark 301.

35
Likewise, the position of the impression 12bis is not
directly connected to that of a mark 301, which means

that an impression 12bis may or may not be made under a

mark 301.



12bi s has been made (that is to say on the other face of ti8eJUNefgggm . 15
The preformis preferably cut approximately at the mddle of the

i nmpression 12 or 12bis. Introducing | aths under the preform 20 According to
anot her enbodi nent, the additional actuating neans are able, after
receiving a detection signal fromthe additional detection neans 303, to
send an actuating signal to a devijge for introducing |laths under the
preform5. 25 Thus, the nmethod according to the invention supplenents a
met hod of manufacturing sheets of plasterboard with feathered (tapered)

edges conprising the faollown S S ee figure D3 ydraulic
bi nder ¢ ositsAcp P Beﬁr@grbnﬁggaaggaEpﬁb ﬂ%t%&%a?mgréé%gggted by a
conveyor Jpel tadfrars@gesukdyokhaisena spr ehatmthe thherfam & his the |ength of
which is at | east approximtely equal to the width of the preform5 is
i ntroducé&¥ Gﬁdéwpfﬁg 135 g?eforn15; 2) the hydraulic binder conposition 2
is left to set 2 and said lath 6 is renoved; 3) the preform5 is cut at

the feathering B ¢rofied RULDC kAt fiey £eL2096crahavelle additional
an t i

detectio 39 5hd ne el"ectronic neans therefore allowthe lath 6 to
be introddgesd dddeisibhe pnefogwrs &fter the mark 301 has been detected, by
5 sending an actuating signal to a device for introducing |aths 6 under

the preform5. This additional detection of the narF 301dfor. i_nt roduci ng
laths 6 tiferfaicede widle@rpliaPEEEL 6P 1251828 BR bP°t HEIRE&PRS01 in step

2) Oioth%ﬂnﬁﬂgmbreform, the cutting device can be set to cut
the preform opposite the place where this impression
12bis has been made (that is to say on the other face

of the preform).

15 The preform is preferably cut approximately at the

middle of the impression 12 or 12bis.

Introducing laths under the preform

20 According to another embodiment, the additional
actuating means are able, after receiﬁing'ea detection
signal from the additional detection means 303, to send
an actuating signal to a device for introducing laths
under the preform 5.

25

| Thus, the method according to the invention supplements
a method of manufacturing sheets of plasterboard with
feathered (tapered) edges comprising the following
steps (see figure 1):

30 1) a hydraulic binder composition 2 is poured onto a
facing material 1 supported by a conveyor belt 7
so as to obtain a preform 5, then a lath 6 the
length of which is at least approximately equal to
the width of the preform 5 is introduced under the

35 preform 5;

2) the hydraulic binder composition 2 is left to set
2 and said lath 6 is removed;

3) the preform 5 is cut at the feathering 8 created
by the lath 6.



which triggers the cutting of the preform The position of the] r]MNQMI IS
not directly connected to the introduction of the lath 6, which neans that
a 15 lath 6 nmay or may not be introduced just under a mark 301. This

i ntroduction of the laths 6 under the preformwith a view to nmanufacturing
sheets based on hydraulic 20 binder with feathered edges will now be
described in detail wth reference {0 flgures 1, 2 and 8 to 15. First of
all, it is necessary to enphasize that "transverse edges" in this
description are intended to 25 nean the edges per pendi cul ar to the

direction of travel of the conveyor belt in a production line for
produci ngTheheeid tigdad cletRarianl i vedindeP3 uch thanstecssosdges are

al so knowneass" sheetrepdsa1130) Whthikehegepsenkoihiguhgcdd uhgean be seen
that, after the preform5 energes fromunder the formng plate 4 or from

under t hetB§uP¥&ERRM ée\ﬂf6§ru§§’§ M2 he Pr cTt Popn ﬂ?F\%CF?‘ér BXanpl e, a
form ng rgéhd&thahnawuaslﬁg hel €8l 4)dedibat Bob hLnti-BHuEdHged between

the 35 prefo ng the start e conveyor belt 7. The distance
bet ween tﬁ@ %’Br%ﬂ’n g‘ﬁ?a’f}éezlpﬁ?l%of‘ﬁeg]start of the conveyor belt 7 is such

that the preform5 has not yet had time to harden appreciably and is still

very pla n ucti.on ks rformed.in such a y t JUN 2006 -
16 the Ighégtu dtd’ %qaoﬁa% ofcl‘i?lﬁegc ath GOif stan?y\gl I yﬂﬁper[f)gﬁdl cular to
t he di recnnonowc;mvellaorxst hé ctcmr@f@trebelttalﬂes 5 ghacé¢at he6ore t hen

driven bydé@@cf:‘?&‘{e% PeLt ’rléh K@l tﬁe 8t Orzg‘f Sof The Pl A8EREgCOMPOSI tion

2 then sets and hardens throughout the tra t e preformy5, denoted
by the ar¥BhghALrigoess athe oo, Ofc EH;RIP?fEPH‘“S renoved before the

The position of the mark 301 is not directly connected
to the introduction of the lath 6, which means that a
15 lath 6 may or may not be introduced just under a mark

301.

This introduction of the laths 6 under the preform with
a view to manufacturing sheets based on hydraulic
20 binder with feathered edges will now be described in

detail with reference to figures 1, 2 and 8 to 15.

First of all, it 1is necessary to emphasize that
“transverse edges” in this description are intended to
25 mean the edges perpendicular to the direction of travel
of the conveyor belt in a production line for producing
sheets based on hydraulic binder. Such transverse edges

are also known as "“sheet ends”.

30 With reference to figure 1, it can be seen that, after
the preform 5 emerges from under the forming plate 4 or
from under the equivalent device used in the production
line (for example, a forming roll also known as a
master roll), a lath 6 1is ‘introduced between the

35 preform 5 and the start of the conveyor belt 7. The
distance between the forming plate 4 and the start of
the conveyor belt 7 is such that the preform 5 has not
yet had time to harden appreciably and is still very

plastic. Introduction is performed in such a way that



preform5 is cut. Thus, after a certain time, to which thereg:qUNeﬁ nds a
di stance covered by the preform5 on the conveyor 15 belt 7 that the person
skilled in the art knows howto deternmne as a function of the speed of
travel of the conveyor belt 7 and of the time taken for the plaster
conposition to set, the hardness of the preform5 is sufficient that the
|l ath 6 can be renoved w t hout 20 deigrn‘i ng the preform5 and w thout the

pl aster conposition 2 fiIIing the space or feathering 8 (figure 2) left

by the rempyva of . th .lath _6., The h n ppropriate
way. For hj?ﬁ F’é 104 natxhg Ieng?% ﬁa%ﬁl %)atlﬁ g%excee S rlhieﬁw dth of
the pref cpm;."nendmuaaih o projectdifeonitime oprefvawed, afd ithecan then be
renoved ch d7| rection substantially perpendicular to the

di rection '%rave of the conveyor belt 7, and away fromthe 30 latter.
Thi s rermval actionis illustrated by the arrow B in figure 1. The lath 6

may akso fig, IEMOYed by £aual 80510 Shlatheb cohgedb@pbEnto 4,1a s3Race bet neen
t wo constltute rollTers t he conveyor belt S general, is

n
not contkricREe EPBMQS ¢ h@h%nPiﬁét‘PenﬁPﬁP%th‘én E‘@Pl &r“? SI ﬁTéi but is made

up of Se\’k‘i‘éﬁder@@'ﬁr&cﬁ,{%ﬂtﬁ& tbher QAldffes dzetm@erpmcmm therderasteedyaps. - 9
JUN 2006 - 17 After the lath has been renoved, the preform5 continues
to travelPY sth¢ 121hqWRR by the conveyor belt 7, and the plaster
conp05|t|on 2 continues to harden. 5 Accordlng to the invention and as can

be s figure_2. the rk 3 S d dwnst r eam
zoneﬁg oBﬁ%F?Bﬁn?l hgatrge ?%th add r}io%%ﬁgggtgecﬂt)?%%{]ﬁeans 302 whi ch
then tri @qum 5 gperatti.on of the cutting device 9.

Thus, after a certain time, to which there corresponds
a distance covered by the preform 5 on the conveyor

15 belt 7 that the person skilled in the art knows how to
determine as a function of the speed of travel of the
conveyor belt 7 and of the time taken for the plaster
composition to set, the hardness of the preform 5 is
sufficient that the lath 6 can be removed without

20 deforming the preform 5 and without the plaster
composition 2 filling the space or feathering 8
(figure 2) left by the removal of the lath 6.

The lath 6 can be removed in any appropriate way. For
25 example, when the length of the lath 6 exceeds the
width of the preform 5, the lath 6 projects from the
preform 5, and it can then be removed quickly in a
direction substantially perpendicular to the direction
of travel of the conveyor belt 7, and away from the

30 latter. This removal action is illustrated by the arrow

B in figure 1.

The lath 6 may also be removed by causing this lath 6
to drop into the space between two constitute rollers
35 of the conveyor belt system which, in general, is not
continuous along the entire length of the production
line but is made up of several belts driven by rollers

between which there are gaps.



10 The position of the mark 301 and that of the feathering .
advant ageously chosen so that the preform5 is cut at the f a?q@rZME 8,
preferably approxinmately at the mddle of this feathering. 15 This then

gi ves sheets 9bis with feathered transverse edges 10 visible in figure 8,
the I engths of which are defined by the distance covered by the conveyor
belt between two cutting operation that is to say, in 20 general, by the
di stance covered by the conveyor Beﬁg “bet ween two consecutive featherings

8. This s t _9bi.s therefar S f rad t SV e g 10. The
si ze of eggﬁefea&¢ﬁﬁi%§§n8 geﬁ%%%sk%ﬁ' hgéégggééf Egg tﬁééfg?ﬂ g? The latter
i s gener akbutanpas atbekepivped gehdtalryven bet wden /UK L9 and

preferabl y, SELVERD g1 2000 ARk, o Cenwidtlad soumasrably betueen o

and 20 cm an th is at "l east approximately equal to the width of
the preform5 30 (possibly reduced by the width of the |ongitudinal bands

(tapesy thatophght D& Presenthvenbibnoefied aldy cameaber seehhainit can be
grasped f removal from wunder_the prefqorm5. Furthqinore it,is desirable

ar
for the FaBHT® 2o bEDEONMERFX t R t He® wi H of g HRE T or Hi 3558 5o that it
proj ects wbhivhstes®act zbaet hofl atdley, pwbidedt iy ndkeeit dgsiethéo renove.

The materigl,,of whjc he lLaths 6 de i Lptt |
provi ded Pﬁgftf?nﬁ#lgﬁéeFﬁégg PS?ngﬁ%ﬂf'gh%fﬁfEBSE éfiﬁgé%§¥%s?gﬁa t he
wei ght of opheat hon kofsshefcutteny efeorime5 9.1 ying on too of each lath 6. it

may therefore be made of a plastic, wood, netal, etc., with good

resi stance to wear and good stability over tinme. 5 )
The position of the mark 301 and that of the feathering

8 are advantageously chosen so that the preform 5 is
cut at the feathering 8, preferably approximately at
the middle of this feathering.

15
This then gives sheets 9bis with feathered transverse

edges 10 visible in figure 8, the lengths of which are
defined by the distance covered by the conveyor belt
between two cutting operations, that is to say, in
20 general, by the distance covered by the conveyor belt
between two &Lonsecutive featherings 8. This sheet 9bis

therefore has two feathered transverse edges 10.

The size of each feathering 8 depends on the size of
25 the lath 6. The latter is generally a parallelepiped
generally of between 0.5 and 4 mm and preferably
between 1.5 and 4 mm thick. Its width is generally
between 5 and 20 cm and its length 1is at least
approximately equal to the width of the preform 5
30 (possibly reduced by the width of the Jlongitudinal
bands (tapes) that might be present), but generally
greater so that it can be grasped for removal from
under the preform 5. Furthermore, it is desirable for
the lath 6 to be longer than the width of the preform
35 5, so that it projects with respect to the latter,

which may make it easier to remove.

The material of which the laths 6 are made is of little

importance, provided that it allows these laths to



As a preference, the nethod which has just been described suth fa
known nethod for manufacturing sheets of plasterboard having t e;m‘(ered
| ongi tudi nal edges. The latter nethod generally 10 anticipates the

pl acenent of a band, generally nade of plastic, and generally known as a
tape, along each 1longitudinal side of the conveyor belt 7. Such a nethod
is described for exanple in European_patent application No. 482 810. 15
This therefore makes it possible tol®bfain a sheet based on hydraulic

binder 11 as illustrated in figure 9 which, apatrt fromi, f eat hered
t r ansver seigfeand 101 Heaidho ‘?éaﬁ‘l@er Eal?gﬂaf?u&fngf“ee gétsf%fgl\,,\%narrel y 20

four feathered gdoespi Bt @bah IHe: I@nglh whyt hbeshéers be maalt er board

manuf act ured ~ depends of course on the rate tr I the fanveyor belt
and on t hef f re§IéfEy Cof V{Or?él'cd??‘i#g oﬁaoteérél‘[i‘(A)'grs:}.1 ?%\éghefgfsrlequency of the

cutting oper@diensmd s@ehetaldilitgi peetl yimennected to the frequency with
which the laths are introduced, because in general the desire is to
obtai P sheets with two feathered transverse edges, 30 and the frequency

with whiclst he |ptéternsmce nt ridticaeethed a whikfdt | dipSf X det®tion of the

mar ks 301.and ..t heref e,f wanee t®lod e rrehdhuth @periaig ons. Thi s
way of naﬂﬁ?%ﬁ%?cl?ngu}gég%%sn%mgt% gchgt %ereélz’ edges. 35 1is veny, lt@[_gxi bl e

because, &neetsler D6 chamstHPIaE Yyt h BRVIRR sh&d®Ps mAHRT T ed, it is
general | ylgg{,#ga%m SigiiRle¥s .t 0 @héer Idwdr equenbpdof gdmemmkky ng
s frequenc

DT B e o UENCL S8 L 0L B0 L il cOgu 1 Ll the Taths
plastic, and generally known as a tape, along each
longitudinal side of the conveyor belt 7. Such a method
is described for example in European patent application
No. 482 810.

15
This therefore makes it possible to obtain a sheet

based on hydraulic binder 11 as illustrated in figure 9
which, apart from its two feathered transverse edges
10, has two feathered longitudinal edges 25, namely

20 four feathered edges in total.

The length of the sheets of plasterboard manufactured
depends of course on the rate of travel of the conveyor
belt and on the frequency of the cutting operations.
25
The frequency of the cutting operations 1is generally
directly connected to the frequency with which the
laths are introduced, because in general the desire 1is
to obtain sheets with two feathered transverse edges,
30 and the frequency with which the laths are introduced
is a function of the detection of the marks 301 and

therefore of the frequency of the marking operations.

This way of manufacturing sheets with feathered edges
35 is very flexible because, in order to change the length
of the sheets manufactured, it is generally sufficient
simply to alter the frequency of the marking
operations, this frequency determining the frequency

with which the laths are introduced and the frequency



10 of the cutting operations. Conbination of the making of inpnagshegs and
the introduction of laths According to one particularly advxrlggez

enbodi ment  of the invention, the nethod according to the invention

i nvol ves both nmeking an inpression 12 or 12bis in the preform5 and
introducing a lath 6 under the preform5. The additional actuating neans
are thgrefore able, after detectiopgof a mark 301 by the additional
detection neans 303, to send an actuating signal to the neans of making
the inpressiwe KirinkZkiperandoas .15 actuating signal to the device for
introducing laths 6, so as to introduce a lath 6 under the preform to
allow setting to take place, then to renove the lath 6, as expl ained
gb?\ée. 2](c)cd>r1;bﬁ&nﬁrca{, dthe tsteepsnadfidont reddudimpyresdiarts 6 andderthiche preform
en of,the hydrauli i r conposition setting and of the lath 6 bein
r enoved té’?{%r%l%%elon“‘qcfﬂa#%%— step of making the i?rpr ession in the prefor mg
5. 25530 35 The inpression is preferably made either opposite the place
wher e { eyl fhd Scbo dift | pLECHUGRL{} TREGRSkABeold) dibciiddi place where
this lath S ]t' be  introduced (Inpression 12bis). That nmakes it possible
to conpershtehd oinverlqvedhadit Qrgaﬂcct%%s%%st%ilﬁhveﬁfyl%ssi bly be
fornmed in;n¢hie,dd ehOEMN RaReAGUER AmpiresdiosplBresent2pismiterild  when the
lath 6 is of significant size. it is oposgibl with_a viewif

: { i
necessar yP¥RL oL} t%rﬂf’eﬂi%qo&lﬁllnﬁd&i lli%G af bR Efngggeg,remrgn icipate the

presance of a snoother 4bis of conventional type

rCCT

The additional actuating means are therefore able,
after detection of a mark 301 by ‘the additional
detection means 303, to send an actuating signal to the
means of making the impression 12 or 12bis and an
15 actuating signal to the device for introducing laths 6,
so as to introduce a lath 6 under the preform, to allow
setting to take place, then to remove the lath 6, as

explained above.

20 In general, the steps of introducing a lath 6 under the
preform 5 then of the hydraulic binder composition
setting and of the lath 6 being removed take place
after the step of making the impression in the preform

5.

25
The impression is preferably made either opposite the
place where the lath 6 is to be introduced (iﬁpression
12) or at the place where this lath 6 is to be
introduced (impression 12bis).

30
That makes it possible to compensate for localized
additional thicknesses which may possibly be formed in
the preform 5 because of the displacement of material
when the lath 6 is of significant size.

35

It is also possible, with a view 1if necessary to
attenuating local additional thicknesses, to anticipate
the presence of a smoother 4bis of conventional type

(visible in figure 1) downstream of the place where the



(visible in figure 1) downstream of the place where the - 9 JUN 2006 - 20
lath 6 is introduced. PRODUCTI ON LI NE FOR PRODUCI NG SHEETS-HAJEN 2086
HYDRAULI C BINDER 5 The production |ine for producing sheets based on

. hydraulic binder according to the invention is preferably a production

| i ne for producing sheets based on hydraulic binder with feathered edges.
10 Such a line nmay conprise a device for introducing |aths and/or neans
for maki ng i npressions. A productiorf%ine for producing sheets based on 15
hydraul i c_binder with feathered edges equi pped with neans or with a device
for introdaéhng iathItPIAYFREr the preform5 will first of all be
described in detail wth reference to figures 1, 2 and 8 to 15. 20 Device
for introductng RIELS bR9eb 0okl gYp8atizci t 1S
pOSSIb|e 0—SEE = mea o 6 B a— P otue © e v protucl ng
sheets basgdern hydraulic binder, conprising a device for 25 introducing
| at hs under the preform This device conprises a |aths nagazine 20 forned
of a ™orizontal rectangular surface 21 fromthe corners of ~which there
ri se vertrbael | praduct roparkine| four BOMCiEdet S88e56d RA§EHar OBi eces 22
facing to . o) fLan stpek ofpdetdior?3. ighe size of
this Iath§9§gagg?ge %%H?%n%uc%éﬁﬁg§l§% cgﬁﬁ s%gre a great man l.at hs 23
(see al sopke§areblyzagpgodygstign liRe ﬁBFiEBﬁ?HFlgﬂrggﬁﬁtﬁl 8¥eﬁhe | at hs

magazi ne 2Q h§arsHPPerbedden wegs Ldatheded NIGHOE
10 :

Such a line may comprise a device for introducing laths

and/or means for making impressions.

A production line for producing sheets based on
15 hydraulic binder with feathered edges equipped with
means or with a device for introducing laths 23 under
the preform 5 will first of all be described in detail

with reference to figures 1, 2 and 8 to 15.

20 Device for introducing laths under the preform

Referring to figure 11, it is possible to see the
upstream zone of a production line for producing sheets
based on hydraulic binder, comprising a device for

25 introducing laths under the preform.

This device comprises a laths magazine 20 formed of a
horizontal rectangular surface 21 from the corners of
which there rise vertically and in parallel four
30 bracket-shaped angular pieces 22 facing toward each

other, so as to flank a stack of laths 23.

The size of this laths magazine 20 is such that it can

store a great many laths 23 (see also figures 12 and

35 13).

The horizontal surface 21 of the laths magazine 2C is

supported on legs 24.



- 21 At the first lath 23, that is to say the one at the t om of
the pile, there are, arranged in parallel, tw rams 26 V\hlgcﬁ[]ﬁl’ riented
in such a way as to extract the first lath 23 from the pile by 5 pushing
it and causing it to slide toward an inclined plane 27 consisting of a
downwardly inclined surface 28 and of arim?29 at its |lower part to retain
the lath which has just been extra fted and guide it later. 10 On the
transverse Zi de 30 of the inclined ane 27, that is to say on the
opposite sj o t.he COV8y0 b , IS ar Ilel to the
| ongi tudl%{é %8 i & 16F tﬁ]gamync ?hegkgltanlesaz gmsgg,h e a%%gtggo%%cf this ram
31 can giveran basmuirse ¢bh thhee 1‘:‘plllah whieste ha?é-‘e],ustam”@é}g@(t rigcted from

the lat hs% etgcg %_Jﬂ'g bat th@)i'l' anOBeELﬁgega'ﬂnt hekef or g/ayoVe,

sliding p ra to't ongltudlna axi s of the |ncI|ned pl ane 27, the
rim29 of aﬁ\hlt@l‘l gurdasti tthet fdgsd alsdkBomP i rfé]oi"heﬁ Bl dPEl 22 B t he

conti nyat 5,9 Oitt Bgaf 'Ja%tsl'n@jcwtnetﬁjo psapge Zzowgﬂdt L’h@l CHQ‘[LOlSlrIéii transverse
side to t . This secon i nclined onS| sts of an

i nclined Eh@fﬁ%c%" S%OH%’q?ﬁJd"rfécP E tfi%i”’?"’f%ﬁ@tkp Eit aciet 2fqt.th her

conpri lslesaﬁdSb@pEaB&lern 29 saeppesi ioweid gaxrt heor am:ain 2het istlst op

general ly consistin ne and i tended to end the
novenent B}F‘l‘gl‘?}ehq%tﬂ“ rkbep% eéx(rlEﬂ %te%anﬁgnﬁéli'g “The rTIgtﬁ”I 84 is equi pped with
openi ngs 36 facing WhICh 30 there are two rans 37 oriented in such a way

as tq propel phe Jali posidiongd o the seeonshifitlddediphane, 32 tovar d

the top o thelnc I"Hed sur f ace 3 irst nedpane 27 and the
second i nthaneds 3% psavie 3 the spppeited sdnlq efR BBeartPBE¥PS pect i vel y.

Accor di ngyLpe anyal t grngliye Sor myi shbkgngaaf i garailel adlaihsurface 40
is provided parallel. to the surface
longitudinal axis of the inclined plane 27 so that
actuation of this ram 31 can give an impulse to the
15 lath which has just been extracted from the laths
magazine 20. The lath thus propelled can therefore
move, sliding parallel to the longitudinal axis of the
inclined plane 27, the rim 29 of which guides it,
toward a second inclined plane 22 in the continuation
20 of the first inclined plane 27, on the opposite
transverse side to the side 30. This second inclined
plane 32 also consists of an inclined surface 33
equipped with a rim 34 at its bottom. It further
comprises a stop 35 on its opposite end to the ram 31,
25 this stop generally consisting of a pneumatic damper
and being intended to end the movement of the lath

propelled by the ram 31.

The rim 34 is equipped with openings 36 facing which
30 there are two rams 37 oriented in such a way as to
propel the lath positioned on the second inclined plane

32 toward the top of the inclined surface 33.

The first inclined plane 27 and the second inclined

35 plane 32 are supported on legs 38 and 39 respectively.

According to an alternative form visible in figure 14,
a flat surface 40 is provided parallel to the surface

23, between this surface and the first inclined plane



23, between this surface and the first inclined plane - 9 JUN 2006 -

27, to horizontally support a lath extracted fromthe lath a e 20
before it descends along the inclined surface 28 of the f|§gg8ﬂ émgned

pl ane 27. 5 Thus, as can be seen in figure 15, the height of the |egs 24,
35 and 36 is chosen so that a lath positioned on the second inclined plane
32 lies at a lower height than the_preform5. 10 In general: the

| ongi tudi nal axis of the rim 34 of ?%e second inclined plane 32 is

perpendicular to it udi h Vexar i cdde nmeans 32,
33, 34, 337 foFosﬁﬁﬁ%W¥¥ﬁﬁg9Hé ng)dﬁéﬁfaQQ RIEFEQE Eg?agﬁié%the start of
the conveyeksbekyaZinandotheforel i nedeseridecaBRDItinel RekRA i ncl i ned

plane 32 is_adjacent to {he v 1eld oharO2fhe I ength of the second
i nclined ﬁ?ﬁn%é Egsogttﬁgaggﬁgégﬁ Jto tﬁ)f'of the lath 23, that is to say

at least equal to, and preferably greater than, the width of the preform

S. 25 Th“f gs %%”%Uﬂgegééﬁoqnbyfigﬁﬁ risng tl@efhgugﬁcl@f t¥en the ranms

37 are actua he [ath on the second d¥£lane 32t|sm§$shed up

toward t heegsp2és ﬁﬁeanidnélsl ﬁéd%e‘-‘%? atthaet CR PREAVEINETd t he

conveyor _helt o7 sakdntihe nenehempdanandof ivids idtsed flovesigelde i Gt bet ween

these and driven alon?O¥% hen1 35 The difference between the |l ength of the
e

| ath and Ehen GWR@tRTD preformb5 allows the lath to be grasped and
removed once. the plaster conposition has hardened. The production |ine
according_to the |fvent|on general ly conprises el ectronic means which
cont i@ {8 gen

the longitudinal axis of the rim 34 of the second
inclined plane 32 is perpendicular to the
longitudinal axis of the conveyor belt;

- the means 32, 33, 34, 35 for supporting the
15 displaced lath 1lie facing the start of the

conveyor belt 7; and
- the inclined surface 33 of the second inclined

plane 32 is adjacent to the conveyor belt 7.

20 The length of the second inclined plape 32 is at least
equal to that of the lath 23, that is to say at least
equal to, and preferably greater than, the width of the

preform 5.

25 Thus, as can be understood by referring to figure 10,
when the rams 37 are actuated, the lath on the second
inclined plane 32 is pushed up toward the top of the
inclined surface 33, that is to say toward the conveyor
belt 7 and the preform 5, and finds itself wedged

30 between these and driven along by them.

The difference between the length of the lath and the

width of the preform 5 allows the lath to be grasped

and removed once the plaster composition has hardened.
35 ,

The production 1line according to the invention

generally comprises electronic means which control its

operation and, as necessary, allow the performance of

various operations to be slaved to one another.



operation and, as necessary, allow the performance of variaug MIRT gONs
to be slaved to one another. . 9 JUN 2006 - 23 These electifofic ne may
make provision that, after a |ath has been introduced under the preform by
actuation of the rans 27, the ram31 is actuated to introduce 5 another

| ath onto the second inclined plane 32, then the ranms 26 are actuated to
introduce another lath onto the fiyrst inclined plane 27, and so on. As
expl ai ned herei nabove, the electroni'c neans are able 10 to send an
actuating signal to the device for introducing the laths 23 after receiving
a detection signal fromthe additional detection neans 3g3. Thus, the

f r equencyrhaiskh edkictirontic MEBRE BRE TALE OBLERHS1AB tRder TheShré&formis

det er ni ned by, the frequeneyawic-th uwbkehehbepraelsm3bE areusadenon the
facing ae”?’iyg’la% beo‘?‘ 'tih%{e; Y

reform5. Alternative .farm of par atus for
maki ng 2®fi nphessikods 24 prBdtctPBn 34 nkSt GF b‘r%&&ciotnog gﬂgégguggsed on
hydraul i ¢ hinder il faabhered esgasi equeppeddwipllanan 3appahanus for

maki ng i mpressions as has been descri,bed .25 i a reil.pabove wl |
now be deswr imse 25 a-Yas s e§8ntl§‘%ffﬁgu§8$?ngﬁggo%g@gf %?Egh a line

conpri si ng, A jdldeeriplliived pleanef 27 heanppae adms for maki ng i npressions
that can be seen in profile in this 30 figure. According to this
alternative form the apparatus conmprises four first sprockets 201, 202,
203, 204 psupgardietkdyher iraipova05 thed ekiech I ORt §pPeaar 447d 35 a

chain 206 made up of |i BRI clyisome, the limks deébiceeaddrsupport two
wireg9 i Fq heSTa iﬁﬁic%?ggg%ﬁwgcomﬁaﬁnion with figure 2. Thig apparatus
i s symetintrodudingespbet laghg &t t pERpr receiving -4

signal from the additional detection means 303.

Thus, the frequency with which the laths are introduced
15 under the preform is determined by the frequency with
which the marks 301 are made on the facing material 3

of the preform 5.

Alternative form of the apparatus for making

20 impressions

A production line for producing sheets based on
hydraulic binder with feathered edges equipped with an
apparatus for making impressions as has been described

25 in general hereinabove will now be described.

Figure 16 represents the upstream zone of such a line
comprising an alternative form of the apparatus for

making impressions that can be seen in profile in this

30 figure.

According to this alternative form, the apparatus
comprises four first sprockets 201, 202, 203, 204
supported by a frame 205 and with, wrapped around them,
35 a chain 206 made up of 1inks of which some, the links

207, each support two wires, in the way indicated in

conjunction with figure 2.

This apparatus is symmetric with respect to a vertical



- 9 JUN 2006 - 24 plane aligned with the direction of trave I J
preformb5. Thus, the wires held on the |Iinks 207 extend transver%@ﬁy wth
respect to the preform5 as far as a second chain, identical to the chain
206, and wrapped 5 around second sprockets identical to the first

sprockets 201, 202, 203, 204. The apparatus is equipped with an electric
nmotor 209 driving the rotation, vig a belt 211, of the shaft 210 10 on

whi ch the sprocket 203 and its synmetric sprocket are nounted. The turning

of these cket Vv € ¢ Kot t c 06
i ndi cat eéﬁg&g % §%$%%w%.ém t‘Pﬁl sai$g?%$$rr§l 5h|ﬁfs E%itaglegfgio;; éﬁgng%eﬁyogy
e

i nt rodumprr@*’lwdlr qul Tousi ngee YLGPPy ehd (AR HRP et tRON arrow E

bet ween L ci b 2 amdet
passi ng :t%nfesnftl %;?ﬁg WG hMakatieak 2oartiet eefoemornd dadiayy antarial 3 and

Phe 20 asparet hatho HENH bEt bl CHE Kpraiker2 S0l 0057 503, 204

Spgf E)be' Eﬁmﬁt[éﬁ&moc&g&&ck&tat liehsttiegdal to t hdie wi BLKSBf t he

rmb5 so a ro ts not 25 touch this preformS. The
appar at u§P§6’G§§F&r€n ?ﬁg %thtlzgg is fixed at an appropriate height so
t hat when the productl on I|ne is operating, the novenent of the chain 206

driving e 30 t .of
wires pa & h?%Q% ”92 grmcﬁgp\ﬁ ISy nﬁﬁt%(iet&ﬂll&e hdtks 2038, these

at e, isto_s bet h I
214 and 2A5viawgd tireoj mptatdovwnwatid %ktehltr e%lp]ectoﬁo%ﬁesﬁﬁﬁe BEJ ateepZizesThe
Spac?goc%‘fp'@@lcﬁythl%e%?%d}&% begyeandt hie dippermet aie 2pdoakett he 35

second facing mater) al th i i i ;
of the tmw%@@t@dtr@%r%&%ﬂﬁ%% CPHELS 8brbOkSes PRkl chel athering

rotation of the chain 206 in the direction indicated by

the arrow D.

15 This preform 5 is obtained in a known way by
introducing hydraulic binder slurry in the direction of
the arrow E between the first facing material 2 and the
second facing material 3 and pass1ng the entlty between
the upper 214 and lower 215 forming plates of the

20 apparatus.

The distance between the sprockets 201, 202, 203, 204
and their symmetric sprockets is at least equal to the
width of the preform 5 so that these sprockets do not

" 25 touch this preform 5.

The apparatus according to the invention is fixed at an
appropriate height so that when the production line is
-operating, the movement of the chain 206 driving the
30 movement of the wires connected to the links 207, these
wires pass through the forming plate, that is to say
between the plates 214 and 215, and project downward
with respect to the upper plate 214. The space occupied
by these wires between the upper plate 214 and the
35 second facing material 3 therefore results at this

point in a feathering of the thickness of the preform

5.

It goes without saying that the operation of the motor



It goes without saying that the operation of the notor 9-0NJURNO0E 25 s
adjusted in such a way that the chain 206 noves at the sane speed as the
preformS. The wires therefore acconpany the preform5 over a few
centinmeters and, when they separate fromit to return, rotating about 5

t he sprocket 204, they | eave an inpression in the upper part of the
preform5. As explained above, the gkectronic neans of the production |ine
are able to send an actuating signal to 10 this apparatus for it to nmake
each i Wrﬁséﬁguééé&f inf 86@hViang, A datectiies shgpal 2060motves addi ti onal
detection neans 303. Conbi ned use "of an apparatus.for ki ng. i npressi ons
and 15 ofhe gewrecsregd it r bBECPFGIPA™ 'ACE%?dVﬁée?or%heer particul arly
advant agepusoipdiadi gaBt pedrdhe Envwerdd o, fdwe oeansmébersakantdy i npressions

col l aborate with the device for introducing.laths .20 reform5
(consi st i PREDI tp‘ﬁ‘é RS2 %50 gﬁorﬁzléngtozfg'f%%ég 5§§grglagéd e%{;:Sr?uedionabove in
conj umct i gxe WepFodketir2s4 11they 19avel han adheptdsmiain gt ddid r'upeRdans are

t heref ore abl e(5 tﬁ'geafteé l;npes addi ti onal detection neans 303 have detected
a mark 3082T% PEMF A HFhting signal to the means of making the

i npression 12 or 12bis and an actuating signal to the device for

| ntroduci nig 'g&gfaf o30 Abbboughehb i $1RessHRLE t felne amyr appiopriate
means for nmaking Pe i npressions, use is preferably nmade of, the apparatus

whi ch haspjedectiewn Horerabr@hte hto resrd it 21935 it &%, “Pore

pref grabl y, gt i Ialppagfaturshef@ft gknat b vVaaker nsascimbedseibh refteeence to 35
figure 16. This alternative formis .t heri advant agc%oeuslgdﬁéf&gﬁi upstream
of the de§eRLYHIT i ntr odGEPAGIPRe FFABRE: rom

detection means 303.

Combined use of an apparatus for making impressions and

15 of a device for introducing laths

According to one particularly advantageous embodiment
of the invention, the means for making impressions
collaborate with the device for introducing laths undexr
20 the preform 5 (consisting of the means 20 to 22 and 24
to 39 described hereinabove in bonjunction with

figures 11 to 15).

The additional actuating means are therefore able,
25 after the additional detection means 303 have detected
a mark 301, to send an actuating signal to the means of
making the impression 12 or 12bis and an actuating

signal to the device for introducing laths 6.

30 Although it is possible to use any appropriate means
for making the impressions, use 1is preferably made of
the apparatus which has Jjust Dbeen described with
reference to figure 3 and, more preferably still, of
the alternative form described with reference to

35 figure 16.

This alternative form is then advantageously arranged

upstream of the device for introducing the laths.



JUN 2006 - 26 The electronic neans therefore preferably ca Iah t he
preci se nonent at which they need to send the actuating.- SI&&§| Eo t he
apparatus for nmaking inpressions and to the device for -introducing |aths,
so as to synchronize 5 their operation so that the lath is introduced in an
i npression 12bis lying on the underside of the preform 5, or

alternatively, if the inpression 1% s on the top face of the preformb5,
substantial ly opp05|te this |npre55|on 12. 10 According to a preferred

enmbodi ne Of%&%%ra% I %%%t%ggygeggﬁegrgherggperggygujggenexéng

i npr essi FE dévi ce I'ntroducing laths under the Erefornl t he
| at hs 23 rareeiiset moteosd agndi chhehes Bﬁéﬂo?ﬁlﬁeBQrFP9 BGtHRELABpar at us for

making iy ess s oS @A 18INakd Y ematk ﬂf&@h@é&r@islam bet ween the

appar at us tor maki ng I npressi ons, and the device for gtrodUC|ng | at hs
can be rdpleactayise af%*onwwu@ﬁ}ﬂar]aﬁﬁ}'és'gr%%p?ﬁgt?oﬁef‘ﬁ FCB6ER means for
making  iJHYi§S Sbss Bh NBanghker dHY rogtici ag |iaitfiodubeids imkes it possible

to obtain easy and perfect. 25 sync ronlz tion,of sajd a S and sai d
devi ce, riERASSSHE ﬂ%ﬂﬁ?lkﬁ%ﬂ?tﬁh {k?rﬁ? %ﬁ%%%Fa?E kge ggg%g%m in
ot her MDQQSOﬁHaﬂdyzdaﬂﬂVdmﬁlhﬁomheehmpres81bn ﬂaelprehothﬁStOBO In order

to obtain such ynchronlz ion, the I : kAl ephigpl aced by
pushers f%?xhhpz tan Hre ??ﬁo fhes%%gg?%%éag%y e r|n134 (figure 11).

The chai nmdessionhar .provi ded with a pushing flnger 35 216 which is fixed
on th outside of the chain 206, that is to say on the opposite side to the
n

si de which the wires are |ocated. This pus |n er 21
According to a preferred gb Q go% %he

collaboration between the apparatus for making
impressions and the device for introducing laths under
the preform, the laths 23 are introduced under the
15 preform 5 partly by the apparatus for making

impressions.

As an alternative, this mechanical 1link between the
apparatus for making impressions and the device for
20 introducing laths can be replaced by a combined
apparatus grouping togethef both means for making

impressions and means for introducing laths.

This makes it possible to obtain easy and perfect
25 synchronization of said apparatus and said device,
resulting in the laths being introduced at the best

time, or, in other words, at the best position relative

to the preform 5.

30 In order to obtain such synchronization, the rams 37
(figure 15) are replaced by pushers 217 which can fit
into the openings 36 in the rim 34 (figure 11) .

The chain 206 is then provided with a pushing finger
35 216 which is fixed on the outside of the chain 206,
that is to say on the opposite side to the side on
which the wires are located. This pushing finger 216
has the function of striking and moving the pusher 217

as the chain 206 turns. It may be fixed to a link of



has the function of striking and noving the pusher 217 as the chain 206
turns. It may be fixed to a link of "- 9 JUN 2006 - 27 tﬁegcﬂHNnﬁmEG for
exanple in place of a roller bearing pin of this link. In figure 16 it is
possible to see the inclined surface 5 33 of the device for introducing
the laths (figure 15) and its rim34 and a lath 23 resting on the inclined
surface 33. The shape of a pusher_2]4 is nore visible in figures 17 10 and
18. This pusher conprises an el ongate rul e-shaped part 218 equi pped at one
end with ar.t_ i ap g Lri gpghe x319 erhnaginghi ch there
passes a é%lﬁﬂ%ﬁﬂym%?§h§gfo§¥% e%@fégngggt% g?dgs of the partrwglg. The
vertex ofpimeofritghis tkirdhgle is truncated to 15 give a face 221 parallel to
the axis of the rule-shaped part 218. Returning to figure 16, it can be
seen that the pusher 217 can occupy two positions, . njts inifial position
20 (depi ciedfigretied tite)Piesiist st%r?e{)ehetrkﬂ e : nsg‘n'l%acf:ées t owar d

tﬂe f'50]<3f33 SthBg;E h'ésrfi@len £320 ihs:r@ﬁmaaﬁgdlthterammrs(eﬁfi;gtha HS)espect to
the preform5 and its face .221.is, at the | ower r £ i i ned
surface 33nd| htst KéToprhi #RF 38 ilﬁ%flhez%iﬁ%il.n%SggottR%enlt elrg'ﬁasher 217 is
struck bystkeaguisin ng finger 216, it noves, raising the inclined surface
33. In doing this, it pushes the lath 23 which then becones inserted

bet ween the preform5-and the conveyor belt 7. The pushing finger 216 on
the chai nTRO6ships shHne pusemie amyndraiviHe M rigs T3 the 1inks 207

such , fhat fhegl atf ;23 éésﬁé'}Feéﬂﬁﬁgséybaha@ﬂoa@a\teomﬂﬁéxﬁmﬁm | ocati on
ontHEpH#ownS ere sald wires have . . h .

part 218 equipped at one end with a part in the shape

of a right triangle 219 through which there passes a

pin 220 which protrudes from both sides of the part

219. The vertex of the right triangle is truncated to

15 give a face 221 parallel to the axis of the rule-shaped
part 218.

Returning to figure 16, it can be seen that the pusher
217 can occupy two positions. In its initial position
20 (depicted in dotted line) it rests on the plate 215 and
faces toward the floor, so that its pin 220 is arranged
transversely with respect to the preform 5 and its face
221 is at the lower part of the inclined surface 33, 1in

the opening 36 in the rim 34.

25
When the pusher 217 is struck by the pushing finger
216, it moves, raising the inclined surface 33. In
doing this, it pushes the lath 23 which then becomes
inserted between the preform 5 and the conveyor belt 7.
30

The pushing finger 216 on the chain 206 1lies some
distance away from the wires held by the links 207 such
that the lath 23 is introduced substantially opposite
the location on the preform 5 where said wires have
35 just formed the impression. The conseguence of this is
that the displacement of material caused by the
introduction of the 1lath 23 is at least partially
compensated for by the impression. It then follows that

the preform has no lump on the opposite side to where



35 just formed the inpression. The consequence of this is tRQaj
di spl acement of material caused by the introduction of thé Path h@ I's at
| east partially conpensated for by the inpression. It then foll ows that
the preformhas no lunp on the opposite side to where - 9 JUN 2006 - 2 8 5
the lath 23 was introduced. What this neans is that once this lath 23 has
been renoved, the feathering obtaiyyed on the underside of the preform5
does not bear a corresponding lunmp on the top of the preform5. The pusher

217 nove he, pushi n re S e t conpl eti
e Traveine | b e B e L e e whi oh i

f or med byoncwo ahahedlwl'ecé§ 20as f beed b?e’ﬁ%b?ﬁi upp& 162ERGTIGH each side

of the O%R?alef{}:gi 228 Qhot hendnd 223 oof tael apr@24m Eachisdslenek the pin 220
of the pus 17 1s housed in an arched %éecg ﬁZ and. t he g)arts 219 and

218 of tHeegpush&OXERPORA 1Bt LEAP OB hER p W the ar ched
pi eceg 222, under the rod 223 of the 15 ram 224. In flgures 17 and 18, the

rod 2
as v s?bf’%ﬁ PUSHRR o 4B, PBYET DO SEES nOT RO obin935 BES e, {nto the
?ﬁg% of b;guoziéé@dgmglt Epgzmﬁhﬁr 23:6mp$etengr ned soverravesl i ni iial apositi on,
i s separ HAEFH eth‘élﬁf%ﬁ% g| etjcq:l ur% 2 %3(158'&% grgo%g{adtz)‘gmﬁl?)%?gst Egsgfgtgﬂ
215. |t themeforeyfitwds addieel fpierds s222i fizedpdy t FRALTWHERS s face 221
inside the opening 36 ;38.38¢! thgoeWMerh@a SMH Ngr t bRét ked mazsi ons of t he
of a ram 224. Each side of the pin 220 of the pusher
217 is housed in an arched piece 222 and the parts 219
and 218 of the pusher 217 can fit into the space formed
between the arched pieces 222, under the rod 223 of the

15 ram 224.

In figures 17 and 18, the rod 223 of the ram 224 is
deployed, to receive the pusher 217.

20 However, as visible in figure 16, by retracting the rod
223 of the ram 224 into the body of this ram, the
pusher 217 is returned over its initial position, then,
by once again deploying the rod 223 of the ram 224, the
pusher 217 is separated from the arched pieces 222 and

25 drops down onto the plate 215. It therefore finds
itself in its initial position, with its face 221

inside the opening 36.

It goes without saying that the dimensions of the

30 pusher 217 are chosen soO that it remains above the

inclined surface 33.

The ram 224 may be fixed to the frame 205 of the
apparatus, its . location and’ size being determined
35 according to the pusher 217 with which it has to
collaborate. The ram 224 therefore has the function of
returning the pusher 217 to its initial position. Its
rod 223 is normally in the deployed position, waiting

to receive the pusher 217.



pusher 217 are chosen so thatitremains abovethe inclined-s@r

224 may be fixed totheframe 205 ofthe apparatus, its Iocagigﬂégﬁggizlggiagm

determ ned according to the pusher 217withwhich it hasto collaborate. The

ram 224 therefore has the function of returning the pusher 217 to its

initial position. Its rod 223 is nornmally in the deployed position

waiting to receive the pusher 217. - 9 JUN 2006 - 29 O course the

entire apparatus is designed synﬁe??iéally, each of the chains being

equi pped wWith a pushing finger 216 each collaborating with a ram 224 5

all this being in synchronism The electronic and pneumatic. (or possibly

gﬁggfui i oc);; rrecads\ks; on, t Ee:mar oduetiiore | | rRPRRYA&S he J'(ﬁ)er a&fﬁ%iré‘berdt he
atus_for naki e 1 npressi o, Of 4 i oth | i

he-T ot he T o 0T 51 1h (Zont Sy o The meane 50, Lo 22, and 24 1030

descri bedoudteireg ndboyey 246t edcroreel 1FRO RIS "2’1‘%‘ has B8’ “tet urned to

its i%i;k%{%g%ﬁ4%ié?%é§ukﬁtg?ﬂEH*dg%%an the ram 224 has been depl oyed once

again,” 15 can be slipped along the inclined plane 33
Provi sion may be made for actuation of the ram 224 to be detgrnined by

g?tgcgiﬁngéoggﬁ%QQBhﬁc?bﬂnﬂﬁ@m&uﬁbtac phet oploestiblly seydovaulbdé) t he passage
( i nger fixed at . appropri pQi chain 206, for
exanpl e TR %%n%h?va?r%guﬁfeorbﬁgﬁ?%gé]f|\ﬁ%2€rﬁ%1%&atﬁ%ﬁ tsl%adltﬁ'lgg?:ti ng as a
1;) Lag{ “thad pfr&@u§aﬁoi‘ Bﬁlhkmhgn thdetiepiregsbpnshanghstfodiie t 4 ¥1iSensor
sitioned at.,a _suitable [ r j hn 25

appaﬁﬁtu;,ofh%nﬁfga??bﬂgctﬁéagétggn%gﬁﬁptﬂgg$%¥€?%£%fecgﬁzgfgih§23 of the
ram 224 iofo the budgnef £Re tam 22t hidhd etdfr n,tAs %&plé?ﬁ%ﬁlﬁgéeinabove,
causing tﬂ@%einabove) so that once the pusher 217 has been

returned to its initial position and the rod 223 of the

ram 224 has been deployed once again, another lath 23

15 can be slipped along the inclined plane 33.

Provision may be made for actuation of the ram 224 to
be determined by detection, for example, by means of a
photoelectric sensor, of the passage of a stud or
20 finger fixed at an appropriate point on the chain 206,
for example in the same way as the pushing finger 216,
this stud acting as a flag, that is to say that when
detected by the photoelectric sensor positioned at a
suitable point on the production line or on the
25 apparatus, the electronic means command the return of
the rod 223 of the ram 224 into the body of the ram,
this return, as explained hereinabove, causing the
pusher 217 to return to its initial position.
End-of-travel sensors for the ram 224 may then, once
30 the rod 223 has been retracted, cause further actuation
of the ram 224 to deploy its rod 223, causing the

pusher 217 to drop into its initial position.

The frame 205 of the apparatus may, as is apparent from
35 figure 16, be secured to the plates 214 and 215. It
then follows that the apparatus can be used in place of

a forming plate or master roll conventionally used.



pusher 217 to return to its initial position. End-of-travel sensors for
the ram 224 may then, once 30 the rod 223 has been retnad ddN se further
actuation of the ram 224 to deploy its rod 223, causing the pusSher 217 to
drop into its initial position. The frane 205 of the apparatus may, as is
apparent from 35 figure 16, be secured to the plates 214 and 215. It then
follows that the apparatus can be usgd in place of a formng plate or
master roll conventionally used. r.9 JUN 2006 - 30 CLAIMS 1. A nethod for
manuf act uri ng sheets based on hydcamtxs bi nder froma preform (5) intended
to be cut, 5 conprising the steps of: 1) nmeking at |east one mark (301) on
a facing material (2 or 3) of the preform(5); 2) detecting the mark
(ﬁOl) ?nd:LS) szendhagihlaa a(ftougt immgm.sﬁagrtairim a glevétce (Bpstdr <0 cutting

the preform The. net as d I aract zed in
that in st % e P ZEO% (Ir’?gacin%lequ%ed ;C)tart ocﬁjr% 'ng an

i Eki ngsstaanqsxgpﬂ_ﬁsﬁug‘l&me rm:tdlxa:lods cI ai rred inclaiml or claim2,

characteri i ), e N i det e means of
a phot oel e% ri crgsﬁeng% AQO eonr‘%se?hﬁs cl%g)ljl) %lnn gatnec%a?&ctf%l m 1to
3, characteri zeatériahat2 tdve Jaok G@@lpr?§°ﬁﬁ.‘dé5béf ore the preform(5) is

forned. 5.,he &@&é’@é’lr@ dRN W34t Ukigly ;shaat s based on 25 hydraulic binder
as claine |n one of claims 1 to. 4, further conpri si ng, 628§)re step 2), an

addi ti onal 35t epSenrfinget 8et i Uk d EarSd 9891 ) tOt Rerf eV £ %p e ng an
i mpregsi on (12 @ittty Shhd pridtepr gBgr.m (5) .

2. The method as claimed in claim 1, characterized in
that in step 1) the mark (301) is made by means of a

part forming an inking stamp.

15
3. The method as claimed in c¢laim 1l or claim 2,
characterized in that, in step 2), the mark (301) is
detected by means of a photoelectric sensor.

20 4. The method as claimed in one Qf claims 1 to 3,

characterized in that the mark (301)‘is made before the

preform (5) is formed.

5. The method of manufacturing sheets based on
25 hydraulic binder as claimed in one of claims 1 to 4,
further comprising, before step 2), an additional step
of detecting the mark (301), then a step of making an

impression (12 or 12bis) in the preform (5).

30 6. The method of manufacturing sheets based on
hydraulic binder as claimed in one of claims 1 to 4,
further comprising, before step 2), an additional step
of detecting the mark (301), followed by a step of
introducing a lath (6, 23) under the preform (5), by a

35 step in which the hydraulic binder composition is left

to set and by a step of removing the lath (6, 23).

7. The method of manufacturing sheets based on

hydraulic binder as <claimed in <claim 5, further



30 6. The nethod of manufacturing sheets based on hydraulg guRi r as
claimed in one of clains 1 to 4, further conprising, before st 2),
additional step of detecting the mark (301), followed by a step of
introducing a lath (6, 23) under the preform (5), by a 35 step in which the
hydraul i ¢ bi nder conposition is left to set and by a step of renoving the
lath (6, 23). 7. The nmethod of manufacturi ng sheets based on hydraulic

bi nder as clained in claim5, further - 9 JUN 2006 - 31 conprising, after
t he addi t i covaglristieyy, ofa fitetre dthien pddhier 1 arearlk s{ﬁﬁl)Qfadstept@hgi theoduci ng a

lath (6, wn t he 0 | e R t he
hydr aul i CZ%)I ndeeaed’ r’rpr(;asﬁtpcr?n oL %@?4&1 andé{%fil %% p2|3 tep o%qrem)w ng
the |ath (W@ 28refgrmThéS het kfddwecﬂ abmadal nS"e¢9| M7, Vdﬁfﬂfactt i zed in

that the s),e0%4fid BIREUCT B8nFod A Tod 61523 rendes the aHefeym(5), then
of IeaV| ng thepagydraul i.c binder 10 conposition to set and of Tenoving the

lath (8, ZH°p fkaepradadarper 1ekhd §8ep2dk- making the inpression (12 or
12bi s). '9. The nmethod as claimed in cl ai m 8, characterized in 15 that each

lath (6, 23) |s |ntro ucedwhret e .i npressi bi s) has en made or
opposi te the plt&& Ae3Bh& Pﬁﬁ‘fegséfloﬁ e1%) ha&’ﬁ‘&?ﬁ) ﬁ&dée 1™ The net hod

as cl ai rred:hat oﬂe aftedsaiol intmrdicin) chbatet €6) zed) | nnteat thiee
hydraul i c, r tai pI ast 11. A prod I | e f oduci ng
f%q:?n h;}g? [Be o) qeav:.nq e gﬁ}dﬁ% Cnn l%sdt e

sheets baddd aulrc er,” conpri si ng: u r'eam zone of
t he piladucs:tqmalltnep ms;anset(m@l) of nmermicvigga fhei dgxtrlfatéﬁlam()z or 3) of

the pref Qe Pradd deted IRNSILHADZOREK Phgt PRePLADBYELS9BN! I(AS, Means
or 12bis).

9. The method as claimed in claim 8, characterized in
15 that each lath (&6, 23) is introduced where the
impression (12bis) has been made or opposite the place

where the impression (12) has been made.

10. The method as claimed in one of claims 1 to 9,
20 characterized in that the hydraulic binder contains

plaster.

11. A production 1line for producing sheets based on
hydraulic bindexr, comprising:
25 a) in an upstream zone of the production line, means
(300) of marking a facing material (2 or 3) of the
preform (5);
b) in a downstream zone of the production line, means
(302) of detecting a mark (301) made by the

30 marking means (300);
c) a cutting device (9); and
d) actuating means for actuating said cutting device

(9) after receiving a detection signal from the
detection means (302).
35 |
12. The production line for producing sheets based on
hydraulic binder as claimed in claim 11, characterized
in that the marking means comprise a piece forming an

inking stamp.



(302) of detecting a mark (301) rmade by the 30 marking neans iﬂqﬂ; ﬁ@ a
cutting device (9); and d) actuating nmeans for actuating said @8
device (9) after receiving a detection signal fromthe detection neans
(302). 35 12. The production |ine for producing sheets based on hydraulic
bi nder as clainmed in claim111l, characterized in that the marking nmeans
conprise a piece formng an inking3stanp. - 9 JUN ZOUb - 32 13. The
production line for produci ng sheets based on hydraulic binder as clained
inclaim1l or claim12, characterized in that the detection means

conprise 5 phot oel ect L sensor 4 d i or_ produci ng
sheet s bagad oﬂgeh§5?§HF?% |§ gg gg%c §E#§gg % %% % é%ggﬁi éﬁ to 13,
char act er hgédauhit hdtinderf vas heladwapr iisescladm- 1hdduti©h@imnbéns (303) of

detecting, hg?iggékiﬁé% %%1 ' tHa @Hé Q&Q%é%%%n2¥Qa3§4kogqu%%'WQ an

i npression in t e preform( - additional actuating neans
for adiuaphﬂgogé¢@tr1% peRfer ( 101- 123, 201-224) of making an inpression
(12 or 12bis) in the preform (5) after receiving a detection signal from
the additional detection  neans (3Q3). 20 15., The produgtion. |line for
producingléheeTgeb8§@éu651°ﬂyaiaé %Erbpﬁ@§“9%§9ﬂ%§ (ﬁ?%ﬁ% Of clains 11

to 13, chpapgheitzpéndart Bat clhihedt har onenyd mlmmnlmaia peans (303)

F;tﬁgt?gtlggfgggeg?Zed £3 at fgifur, ans %%n%%e524 39) of introducing
additional means (303) of detecting the mark

(301) ;
- means (101-123, 201-224) of making an impression
(12 or 12bis) in the preform (5);
- additional actuating means for actuating said
15 means (101-123, 201-224) of making an impression
(12 or 12bis) in the preform (5) after receiving a

detection signal from the additional detection

means (303).

20 15. The production line for producing sheets based on
hydraulic binder as claimed in one of claims 11 to 13,
characterized in that it further comprises:

- additional means (303) of detecting the mark
(301) ;
25 - means (20-22, 24-39) of introducing laths (6, 23)
under the preform (5);
- additional actuating means for actuating said
means (20-22, 24-39) of introducing laths (6, 23)
under the preform (5) after receiving a detection

30 signal from the additional detection means (303).

16. The production line for producing sheets based on

hydraulic binder as claimed in one of claims 11 to 13,

characterized in that it further comprises:

35 - additional means (303) of detecting the mark

(301);

- means (101-123, 201-224) of making an impression
(12 or 12bis) in the preform (5);

- means (20-22, 24-39) of introducing laths (6, 23)



under the preform (5); additional actuating neans for actuat§nli)N208f neans
(20-22, 24-39) of introducing laths (6, 23) wunder the preform (5) after
receiving a detection 30 signal fromthe additional detection neans (303).
16. The production line for producing sheets based on hydraulic binder as
claimed in one of clains 11 to 13, characterized in that it further
conprises: 35 - additional neans (3@3) _of detecting the mark (301); -
means (101-123, 201-224) of meking an inpression (12 or 12bis) in the

preform (5); -unBePSthG2ordd-33); of introducing laths (6, 23) 9 JUN 2006
- 33 under theg_ref orm(5),; additional actuati ng rre%lns for égt uati ng,
after receivi AGIREHIRREL IFGTUSCIRT FFORT t HETad@FFH8nalrS  det et on neans
(303), said nmeassedfimmkianglavedt iiomressian €i2morthE2baddit fordk preform

(5) and said ans,_(20-22, 24- f introduci | af h 2 under the
preform (5). 13&%%1%? o&\?@ﬁson%?%%g’ t SRS o‘ﬁ%%‘:liq%g OZ%eE‘tag&Bgse on 10
hydraw i c bi ndenpasssien néd2i roc| a2bidp, iohartert prefedmi il Sohaand he

addi tional act %%ﬂl n'g?%ggn?%%pﬂ ci P@;%Q)t hat iﬁgﬁ%ﬁﬁ%ﬁt@) (be introduced

substantially ere ression (12bi’s) de or opposite the
pl ace where tB2?) iuplessilon guforms(Peen made. 15 18. The production |ine
for producing sheets based on hydraulic binder as clainmed in claim 14, 16
or 17, characterized in that_the neans (101-123) of nakin n__inpression
(12 or 12B7s) EbAsPEPIBFta@NappBEatGd PXOAUFdDI1Ehe ?%‘?Cﬂgoxét | east: a

frame d 10hydraulic binder as claimed in claim 16, characterized
in that the additional actuating means anticipate that
each lath (6, 23) be introduced substantially where the
impression (12bis) has been made or opposite the place
where the impression (12) has been made.
15

18. The production line for producing sheets based on

hydraulic binder as claimed in claim 14, 16 or 17,

characterized in that the means (101-123) of making an

impression (12 or 12bis) consist of an apparatus
20 (101-123) comprising at least:

- a frame (101);

- two first pulleys (102, 103) supported at a first
end (104) of the frame (101) and two second
pulleys (105, 106) at a second end (107) of the

25 frame (101); the first pulleys (102, 103) and
second pulleys (105, 106) being in parallel
planes; the pulleys (102, 103) and (105, 106)
facing each other being identical;

- two transmission belts (108, 109) wrapped

30 respectively around the first pulleys (102, 103)
and the second pulleys (105, 106);

- at least one wire (111) fixed removably to the
belts (108, 109) and extending between these belts
(108, 109) so that its longitudinal axis 1is

35 parallel to the axis of rotation of the pulleys
(102, 103, 105, 106).

19. The production line for producing sheets based on

hydraulic binder as claimed in one of claims 11 to 18,



two first pulleys (102, 103) supported at a first end (104) of the frame
(101) and two second pulleys (105, 106) at a second end (107)-d JUNe 20
frame (101); the first pulleys (102, 103) and second pulleys (105, 106)
being in parallel planes; the pulleys (102, 103) and (105, 106) facing
each other being identical; two transm ssion belts (108, 109) wapped 30
respectively around the first pulleyg (102, 103) and the second pulleys
(105, 106); at least one wire (111) ?ixed renovably to the belts (108,

109) anc exlebd 0o het haeh these Gell %y drtiiclOBindee lddiedirs

n
| ongi t udi Raf~axis 16 35 parallel to the axis of rotation of the pulleys
(102, 1Q3pl;®6¢r106). 19. The production line for producing shee?s baged on
thraullc_blgder aﬁ claimed in one of clains 11 to 18, - 9 JUN 2006 - 34
characterized in that the hydraulic binder, contains l.aster. 20. An
appar at us20par®f cul BPPYT3GES makiRAF B U5 T pr et on (“ﬁjajﬂot?g | 2618) in a
grﬁﬁgxg1E?%R%@gggmgpjhy?r@g:Pgbn@ndein tshi prappamat (f5 cbapedsioy at | east:
ctwo fir p eys (102, 103 ed.a i.rst end (104
of the frﬁﬁér?%%ﬁﬁ %&R&éﬁb%ggé%ﬁébéﬁ?ﬁﬁﬁ|%%§H€%%?% %BG?e%PEé second egd )
gigg) 286§h§ féaﬁﬁaméOﬂj?%ﬁhe first pulleys (102, 103) and second pulleys
, eing ip.para I ;b p i 105, 106
e BLPEE phEhey o ioEs 103\ 0GRl e )

facing each ot m_ssion belts (108, 109)
wrapped respeendvel}04r owfd tdhe fifremepul(L8yd (204, 10U3) S@&F@¢¥he second

pullgmf (105, &inéys (105, 106) at a second end (107) of the
frame (101); the first pulleys (102, 103) and
second pulleys (105, 106) being in parallel
planes; the pulleys (102, 103) and (105, 106)

facing each other being identical;
15 - two transmission belts (108, 109) wrapped
respectively around the first pulleys (102, 103)

and the second pulleys (105, 106);
- at least one wire (111) fixed removably to the

belts (108, 109) and extending between these belts
20 (108, 109) so that its longitudinal axis 1is
parallel to the axis of rotation of the pulleys

(102, 103, 105, 106).

21. The apparatus as claimed in claim 20,
25 characterized in that it comprises a plurality of wires
(111) arranged parallel to each other, along the

transmission belts (108, 109) and fixed removably.

22. The apparatus as claimed in claim 20 or claim 21,
30 characterized in that the pulleys (102, 103, 105, 106)

are sprockets and the transmission belts are chains.

23. The apparatus as claimed in claim 22,
characterized in that the wires (111) are held on the
35 chains by means of support pieces (113) and wire

gripper pins (114).

24. The apparatus as claimed in one of claims 20 to

23, further comprising means for driving the rotation



at least one wire (111) fixed renovably to the belts (108, 109) and
extendi ng between these belts 20 (108, 109) so that its IongIﬂuJUﬂaﬂmﬁxis
is parallel to the axis of rotation of the pulleys (102, 103, 105, 106).
21. The apparatus as clainmed in claim20, 25 characterized in that it
conprises a plurality of wires (111) arranged parallel to each other, along
the transm ssion belts (108, 109) d_fixed renovably. 22. The apparat us
as claimed in claim20 or claim?21, 30 characterized in that the pulleys

(102, 103 110 r t tr m s$sEon1belts are ch
£ 1007 L0B) ﬁilﬁﬁ%ﬁé 2(*1@2, apsi $550n1bs) ai ns.

23. The apparat’us as _ 2, characterized in that the wires
(111) are held on the 35 chains by neans of support pieces (113) and wire

ggi pfﬁ:tﬁ%g.scg@%éﬁpr)apgéragbs %gpaégégﬁecasmlh aimedof n caaemsf 20! aigrs 20 to
, i sing nmeans, for drivin e rotatiaqn 9 - 35 of
at | east dhe BITRIRF P TRYSS {ADHA" llﬁ?fe’goé?r"i% .plf&e Tﬁilqaypgagr?cgt us as
claimed i 9 oBged! ity 20140e 2215H uridwrearonphishnglatespgdre f orm ng
plate (214) and,6 5 % ower formng plate (215) between which plates the

I
wires (111)7%2n{Pkss. ©B6 P use of an apparatus as clained in one of
claims 20 to 25 in a production |ine for producing 10 sheets based on

nydrau | cobnde, R 4l ALy st ehs Zahdiet el ghemsfact uring 2

sheet bas ( _ I'C bi'nde roma preform (5) intended to be cut, 15
this net hobatosm2d siteg a5stEp dur PRGIWRE &P ant idipatFusPTRRUCI I med i n one

of cl.ai ns 25 1 i i i i
1 Y Lsqussq tRyARkE1 PO biRAESS| OpatdPc@ladpi SYnin the
preform(p éi%?f e net hod gg claimed in claim?27, characterized

27. A method of manufacturing a sheet Dbased on
hydraulic binder from a preform (5) intended to be cut,
15 this method comprising a step during which an apparatus
as claimed in one of claims 20 to 25 is used to make an

impression (12 or 12bis) in the preform (5).

28. The method as claimed in claim 27, characterized
20 in that the preform is cut at the impression (12) or
opposite the place where the impreSsion (12bis) has

been made.

29. The method as claimed in claim 27, comprising the
25 following steps:
1) a hydraulic binder composition (2) is poured onto
a facing material (1) supported by a conveyor belt
(7) so as to obtain a preform (5), then a lath (6,
23) the length of which is at least approximately
30 equal to the width of the preform (5) 1is
introduced under the preform (5);
2) the hydraulic binder composition (2) is 1left to
set and said lath (6, 23) is removed;
3) the preform (5) is cut at the feathering (8)
35 created by the lath (6, 23);
and in which, before introducing the lath (6, 23), an
apparatus as claimed in one of claims 20 to 25 is used
to make an impression (12) in the preform (5) opposite

the place where it is intended that the lath (6, 23) be



20 in that the preformis cut at the inpression (12) or opposite the place
where the inpression (12bis) has been nade. 29. The nmethod as clainmed in
claim 27, conprising the 25 followi ng steps: 1) a hydrauliT bJMMéHmB
conposition (2) is poured onto a facing material (1) supported by a
conveyor belt (7) so as to obtain a preform(5), then a lath (6, 23) the
l ength of which is at |east approxiggtely 30 equal to the width of the
preform (5) is introduced under the preform (5); 2) the hydraulic binder

conposi ti g ffdudsy)| ebt 1 ﬁgkeanlsﬁmiréﬁébo&G 1@3&803 sempwed; 3) the

preform (5) is cut ‘at the featherj é g thel&él(& 23);
and in wRk3te pekere iht rlc?dubzi“'rf@nq Beh £ ls2 'apﬁa a as cl ai ned

in one ofi&&la@d@:e’){p, to 25 is used to make an |rrpre55|on (12) in the
preform (5) opposite the place where it is intended that the lath (6, 23)
be - 9 JUN 2006 - 36 introduced, or to nake an inpression (12bis) at the
pl aceswhey@. i tTHes matlemdledst bakitnbds inatdng 6of Ze;abres 2nttodwced. 5 30. The

met hod as_.cl ai ned |n ne _of [ 7 ri hat the
hydr aul i ccrﬁlﬁa{f:ererclozn ai NS tll%ét eq:?‘ez }l'&aﬁggro u?ﬁ on Ilel é rillpstr oduci ng
sheets baskebtmr. 10 hydraulic binder froma preform(5) corrprl sing a facing
material (1) covered vm'th a hydraulic binder conposition (2) and supported
by a conveyor belt characterized in that it corrprl ses _an apparatus as

cl ai ned iHl oné obre ‘aFﬁ%OQO limepsfox hprafucaRge BaskenPase8hen r ansni ssi on
bel ts1o( 108,409 1 2AInr thch ARRAIRIS @91 R@ririlsaagt Lqualidg the width

of the material (1) covered with a hydraulic binder
composition (2) and supported by a conveyor belt (7),
characterized in that it comprises an apparatus as

claimed in one of claims 20 to 25, the distance between

15 the transmission belts (108, 109, 206) of this
apparatus being at least equal to the width of the

preform (5) and this apparatus being arranged in an
appropriate way so that when its transmission belts

(108, 109, 206) are turning, its wire or wires (111)

20 creates or create an impression (12 or 12bis) in the

preform (5).

32. The production 1line as claimed in claim 31,
characterized in that it further comprises, near the
25 conveyor belt (7), means (20-22, 24-39) for introducing
a lath (6, 23) the 1length of which is at 1least
approximately equal to the width of the preform (5)
between the preform (5) and the conveyor belt (7) at
the impression (12bis) or opposite the place on the

30 preform (5) where the impression (12) has been made.

33. The production line as claimed in claim 31 or
claim 32, characterized in that its transmission belts
(206) each comprise a pushing finger (216) and pushers
35 (217) resting on a plate (215) are provided, these
pushers being able to be pushed by the pushing fingers
(216) toward the preform (5) and in their movement to
drive a lath (23), so that the latter is introduced

under the preform (5), and means for returning the



preform (5) and this apparatus being arranged in an appr opLi@twmfo
that when its transm ssion belts (108, 109, 206) are turning) ‘i e or

wires (111) 20 creates or create an inpression (12 or 12bis) in the
preform (5). 32. The production line as clainmed in claim 31, characterized
inthat it further conprises, near the 25 conveyor belt (7), means (20-22,
24-39) for introducing a lath (6,7 23) the length of which is at |east
approximately equal _to the wi dth of, the preform(5) between the preform
(5) and tﬂﬁsﬁ%ﬁvg%?) beP t1%%)L J}t]“%]hepcfsrﬁp ©8%i on (12bis) or opposite the
pl ace on the 30 preform (5) where the inpression (12) has been nmade. 33.
The produgtion_line asg clained.j | gi cnflaldn2 pedagagteri zed in
that its S%ansﬂ’lis%ﬁa%%% g ?ébg) %gg.lq[?rc%]odr‘flgline Sa‘?{{épgdﬁi ng finger (216) and
pushers 3by@2dd}icebindgroasacpramed( 2n5)orar eofprohd yedl, 3 hede33pushers
bei ng bl 1.0, 0. Poted iy diig: PUghi A (HAGCESnpE2aB) Lupid tbe preform
inth to dr a lath (23

(5) and err novenent drive ), So that the latter is
i nt r oducedovenies the predoawd (G) biadernestPIvit it ufdl ng’itthe 27 2 JUN

2006 - 37 .pYsheEaé Jmd©etisy iptial position. 34. The production |ine
for produ%?ng sheaét%&%arged on hydraulic binder as clainmed in one of clains

31 to 33, 5 characterized in that it further conprises nmeans for covering
the hydragkic bhadgeoaasposht 18he( Zoigdoduciser asttedaci bgsediteni al (3) .
35. The productjon |ine for producing sheets hase rayl i c binder
as cI]aq'neéy‘gﬁa%L%Cok’lﬁgﬁrr’rﬁ%lﬁt%ﬂ%& and eorpri ?gi%ga%ﬁ?e%gpgk%?a ﬁs as
cl ai ned i anél alomp25.singhi shappapatrasubeiag siledaedd bogdaine2pr ef orm (5)
and repl agi ng ' e r 589 " PhbepretBEm 6§ €and111) then
passi ng. bepbeerbRar tup Py e By HbBGe T Bhe Chre

replacing a forming plate ‘or a forming roller, the

wires (111) then passing between said upper plate (214)

15 and lower plate (215).

36. The production line as claimed in one of claims 31

to 35, characterized in that ~the hydraulic binder

contains plaster.



15 and | ower plate (215). 36. The production line as clainmed in one of
clainms 31 to 35, characterized in that the hydraulic binqsr*éﬁ&gﬁﬁbns

pl aster. METHOD OF MANUFACTURI NG SHEETS BASED ON HYDRAULI 8 ,
PRODUCTI ON LI NE FOR PRODUCI NG SUCH.  SHEETS AND APPARATUS FOR MAKI NG AN

| MPRESSI ON ABSTRACT The invention3felates to a nethod of manuf act uri ng
sheets based on hydraulic binder, particularly sheets of plasterboard with
f eat her ed e4E)BOD OFNANURACGTURINGOSHEETSEASED N HYRRAILISY BINRER, npki ng a mark (301)
on a faci n@RORUCTIOBILINE FQRRRODUCHIG SHEHSHEETY ANPARPARAIYP RORe mark (301); and
3) sendi ng MAKINGIANIMPRESSEPNNal to a device (9) for cutting the preform
(5). The invention also relate to a production line for producing such
sheets, and to an apparat us, Fﬁﬁgé{ﬁﬂ ly for maki ng an inpression (12,
12bis) in a preform(5). This & conprises: a frame (101); first
(102, 103) and second (105, 106) pulleys; tw belts (108, 109) w apped
around t pul.leys .(102, 103, 105, 106). .at.least gne wire (111) extending
bet ween t elnbéf‘réé{llo’é‘?llaroﬁ 35’ tﬁat%ﬁ}éo%xioztsi Isn%[glé‘r“glvltgllr(lg’é the axis
of the pwHeeys (Ho2=d 168, h@raul@6) .binder, particularly sheets

of plasterboard with feathered edges.

This method comprises the steps of:

1) making a mark (301) on a facing (2 or 3) of the
preform (5);

2) detecting the mark (301); and

3) sending an actuating signal to a device (9) for

cutting the preform (5).

The invention also relate to a production 1line for
producing such sheets, and to an apparatus,
particularly for making an impression (12, 12bis) in a

preform (5).

This apparatus comprises:

- a frame (101);

- first (102, 103) and second (105,“106) pulleys;

- two belts (108, 109) wrapped around the pulleys
(102, 103, 105, 106);

- at least one wire (111) extending between these
belts (108, 109) so that its axis is parallel to
the axis of the pulleys (102, 103, 105, 106).





