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Description

[0001] The present invention refers to a mould for
building coating products, as well as to a method for man-
ufacturing such coating products.

[0002] The coating products for walls made up of arti-
ficial stones are currently obtained by pouring various
very liquid mixtures, usually consisting of inerts (sand),
water, cement, additives, colouring, plasticisers, etc., in
suitable moulds. The moulds are typically manufactured
with polyurethane rubber or with similar materials, as il-
lustrated for example in document WO 2004/062866 A1.
The moulds are generally obtained by covering some
sample natural stones with the polyurethane rubber, thus
obtaining a concave die inside of which the mixture which
reproduces the natural stone is poured. With the subse-
quent hardening of the mixture the finished product is
obtained, completely similar to the original stone.
[0003] The polyurethane rubber of the moulds, in ad-
dition to the fact of perfectly copying the sample to be
reproduced, also has the capability of easily detaching
from the finished product, obtained from the mixture
poured inside of the mould. This is due to the high elastic
deformability of the mould, which thus makes it possible
to easily free the finished product also in the case of pos-
sible undercuts present in the product itself.

[0004] The unmoulding is essentially a manual opera-
tion and, consequently, it is very expensive. In addition,
the capability of easily unmoulding the finished product
becomes a negative aspect over time, since the mould
loses elasticity and tends to break and/or deform with
use, to the point of not being able to be used any longer.
Indeed the pieces produced with the broken or deformed
mould become incompatible with one another, generat-
ing assembly difficulties, since various pieces are no
longer capable of coupling with one another in the fore-
seen manner. The high labour cost for unmoulding and
for packing the finished products, to which also the cost
of replacing the moulds, which is also high, is added thus
leading to a production cost that is substantial for con-
ventional manufacturing plants of artificial stones.
[0005] The finished product, generally of the slab-like
type, matches the mould both in its lower surface, that is
exposed in the coated wall, and its peripheral surface,
which has a positive unmoulding surface (see figures
1-3). For such a reason the peripheral or lateral walls A,
B, C and D of the product 100, once the latter has been
installed, have a peripheral furrow that must be filled with
sealing agent and that is clearly visible, with a debatable
aesthetic effect. In some cases it is not acceptable for
the end buyer, also because it further increases the in-
stallation cost.

[0006] Document WO 2010/069057 A1 discloses a
mould for building coating products and comprises a
base plate, manufactured from a rigid indeformable ma-
terial and a die placed on top of the base plate, on the
upper surface of said die there being obtained a plurality
of shapes of the front surface in negative of each coating
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product to be manufactured; and a moulding grid open
atthe upper part, manufactured from a indeformable rigid
material and configured to be pressure applied above
the die, the moulding grid being provided with a plurality
of side walls which define the perimeter edges of each
coating product to be manufactured, wherein the die
keeps a stable and indeformable shape, said base plate
and said die forming a first half of the mould, which can
be separated with respect to the second half of the mould
made up of the moulding grid, wherein between the side
walls of the moulding grid separate bowls are formed for
containing a single coating product, and wherein the
shapes of the die are separated by corresponding
grooves having width and length so as to be able to re-
ceive the side walls of the moulding grid therein, through
engagement. At the state of the art numerous moulds
and relative processes are known for obtaining slab-like
products, in particular artificial stones for decorative use,
like for example those described in documents EP 2 363
262 A1, WO 99/25933 A1 and US 2008/088063 A1.
These documents, however, describe moulds and proc-
esses for producing objects that are obtained starting
from dry-cast concrete pressed inside metal formworks.
[0007] In the procedures known for obtaining artificial
stones starting from liquid mortar or mixtures, the end
product is obtained by pouring such liquid mortar or mix-
tures inside formworks copying the negative of natural
stones, made up for example of rocks also with substan-
tial undercuts. At the state of the art the material making
up the formwork is flexible and very deformable to such
an extent that it is easy to extract the product after it has
hardened. This, however, leads to the drawback of wear-
ing and deforming the formwork itself after repeated use.
After a certain number of production cycles the formwork
becomes useless due to permanent deformation and
wearing, which make it necessary for it to be replaced.
[0008] The purpose of the present invention is there-
fore that of making a mould for building coating products,
as well as a method for manufacturing such coating prod-
ucts, which are capable of solving the aforementioned
drawbacks mentioned in the prior artin an extremely sim-
ple, cost-effective and particularly functional manner.
[0009] In detail, one purpose of the present invention
is that of making a mould for building coating products
that is particularly durable, i.e. capable of manufacturing
aconsiderable amount of products without becoming de-
formed.

[0010] Another purpose of the presentinvention is that
of making a mould for building coating products that is
capable of manufacturing such products in a precise
manner, so as to ensure a perfect coupling in the subse-
quent installation steps.

[0011] A further purpose is that of making a plant for
manufacturing coating products for construction that is
completely automated.

[0012] These purposesaccordingtothe presentinven-
tion are achieved by making a mould for building coating
products, as well as a method for manufacturing such
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coating products, as outlined in the independent claims.
[0013] Furthercharacteristics of the invention are high-
lighted in the dependent claims, which are an integrating
part of the present description.

[0014] The mould for building coating products accord-
ing to the present invention is of the type "with reverse
demoulding" and it consists of three main parts that are
described in the rest of the description. The three parts
are interconnected with one another so as to allow the
production of coating stones while avoiding the produc-
tion and economic drawbacks that were previously de-
scribed. In addition, the mould for building coating prod-
ucts "with reverse demoulding" according to the present
invention also makes it possible to automate the indus-
trial production process of the products themselves.
[0015] The characteristics and the advantages of a
mould for building coating products and of a plant for
manufacturing such coating products according to the
presentinvention shall become clearer from the following
description, given as an example and not for limiting pur-
poses, with reference to the attached schematic draw-
ings, in which:

figure 1is a perspective view of a rubber mould made
according to the prior art;

figure 2 is a vertical section view of the mould of
figure 1;

figure 3 is a side elevational view of a coating prod-
uct, typically an artificial stone, manufactured with
the mould of figure 1;

figure 4 is a section view of a mould for building coat-
ing products according to the present invention,
shown in a first operative configuration;

figure 5 is a section view of the mould of figure 4,
shown in a second operative configuration;

figure 6 is a section view of the mould of figure 4,
shown in a third operative configuration;

figure 7 is a perspective view of a first component of
the mould for building coating products according to
the present invention;

figure 8 is a perspective view of a second component
of the mould for building coating products according
to the present invention;

figure 9is a perspective view of the mould for building
coating products according to the present invention;
figure 10 is a section view, which is obtained along
the line X-X of figure 9, of the mould for building coat-
ing products according to the present invention;
figure 11 is a detailed view of a detail of figure 10;
figure 12 is a perspective view of a tool for manufac-
turing a component of the mould for building coating
products according to the present invention; and
figure 13 is a plan view from above of a plant for
manufacturing coating products for construction ac-
cording to the present invention.

[0016] With reference in particular to figures from 4 to
11, a mould for building coating products according to
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the present invention is shown, wholly indicated with ref-
erence numeral 10. The mould 10 is of the "with reverse
demoulding" type and it consists of three separate com-
ponents, described in the rest of the description. The
three components of the mould 10 are interconnected
with one another so as to allow the production of the
coating products for construction, typically but not nec-
essarily consisting of slabs of artificial stone 100, avoid-
ing the drawbacks in terms of production and cost that
have been previously described.

[0017] Indetail, in a preferred embodiment thereof, the
mould 10 is made up of:

- abase plate 12, which is manufactured from a rigid
indeformable material and is provided with a plurality
of through holes 14;

- adie 16, which is manufactured from a resilient and
deformable material and is configured for incorpo-
rating the base plate 12 therein, the die 16 being
provided with the shape in negative of the front sur-
face of each coating product 100 to be manufac-
tured; and

- a moulding grid 18 that is open at the upper part,
manufactured from a rigid indeformable material and
that is configured to be pressure applied above the
die 16, so as to define the perimeter edges of each
coating product 100 to be manufactured.

[0018] The die 16 is made in an artificially stable and
indeformable form in the configuration of the mould 10
in which the base plate 12 is incorporated inside the die
16 itself. In addition, in the configuration of the mould 10
in which the base plate 12 is incorporated inside the die
16, such a base plate 12 and such a die 16 form a first
half of the mould 10, which can be separated with respect
to the second half of the mould 10 that is made up of the
moulding grid 18. It is possible to obtain a coupling that
is stable and is without loss between the two halves of
the mould 10 thanks to the deformability (only locally) of
the die 16 when the moulding grid 18 is positioned on
such a die 16 to form the mould 10.

[0019] The base plate 12 is preferably manufactured
from a metal material with a suitable thickness, typically
steel, so that the planarity of the base plate 12 itself is
ensured. The base plate 12 is manufactured from any
dimensions whatsoever, as long as they are compatible
with the manual operations and with the manufacturing
plant of the coating product 100.

[0020] The through holes 14 can be of any shape
and/or size. Preferably, such through holes 14 are circu-
lar shaped and are uniformly distributed along the entire
flat surface of the base plate 12.

[0021] The die 16 is preferably manufactured from a
polyurethane rubber and the base plate 12 is incorporat-
ed inside it, so that the base plate 12 projects from the
die 16 at two opposite lateral edges. The opposite pro-
jecting portions of the base plate 12 are used for being
able to transport the mould 10 with special conveyor
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belts. The die 16 is in turn configured to project uniformly
beneath the base plate 12, whereas on its upper surface
it has the shapes 20 with the exposed surface of the
portions of stones 100 to be copied.

[0022] The die 16 is divided into a plurality of shapes
20in negative each defining a single coating product 100.
The division of the die 16 is obtained with a deep incision,
called a "furrow". In other words, the upper surface of the
die 16 is fragmented into single shapes 20, which are
separated by suitable grooves or "furrows" 22 with a suit-
able width and length and so as to be able receive the
side walls 24 of the moulding grid 18 therein, through
light mechanical compression.

[0023] The moulding grid 18 can have any shape and
dimensions, but each time corresponding to the shape
and to the dimensions of the die 16 and, especially, of
the grooves 22 obtained therein. The moulding grid 18
indeed engages inside the grooves 22 of the die 16
thanks to the shape itself of its skeleton, consisting of the
side walls 24 (see for example the section view of figure
10). Indeed, it is easy to understand that the moulding
grid 18, once it is positioned above the die 16 with the
relative grooves 11, can perfectly engage above the
shapes 20 representing the single coating products 100
to be manufactured.

[0024] In particular it can be noted that, between the
side walls 24 of the moulding grid 18, separate bowls 26
are formed that are perfectly sealed (figure 9), with the
"exposed face" below it. Each bowl 26, thanks to the re-
verse demoulding angle a with which the single side walls
24 are inclined with respect to a vertical plane, has a
lower surface with dimensions that are greater with re-
spect to its corresponding upper surface. In addition,
thanks to the deformability of the resilient material with
which the die 16 is manufactured, the bottom of each
bowl is perfectly sealed.

[0025] The reverse demoulding angle o is preferably
comprised between 1° and 4° with respect to a vertical
plane (more preferably between 2° and 2.5°) as a function
of the thickness and of the type of artificial stone that
constitutes the coating products 100. In other words, by
effect of the reverse demoulding angle o, each side wall
24 of the moulding grid 18 has a sharp-pointed and ta-
pered shape from top towards bottom with respect to the
entire mould 10, which facilitates the extraction of the
finished products 100 from the mould 10.

[0026] The components 12 (base plate), 16 (die) and
18 (moulding grid) previously described are coupled with
one another so as to form the mould 10 so that this always
has the same predetermined height H, or a height H that
can vary according to the type of product 100. The mould
10, or more moulds 10 the same as one another, can be
used for the manual or automated production of artificial
stones 100 for coatings.

[0027] The manufacturing steps of one or more coating
products 100 using a mould 10 of the type described so
far, both for manual processes, and for automatic proc-
esses, can be illustrated as follows.
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[0028] The mould 10, after its components 12 (base
plate), 16 (die) and 18 (moulding grid) have been cleaned
in order to remove possible cement residues, is assem-
bled by joining such components 12 (base plate), 16 (die)
and 18 (moulding grid) with one another, so as to obtain
an assembly having a predefined height H. The exposed
surfaces of the die 16 and of the side walls 24 of the
moulding grid 18 are then covered with detachment oil,
so as to facilitate the subsequent unmoulding of the coat-
ing products 100.

[0029] At this stage a cement mixture is poured into
the separate bowls 26 after the bottom has been painted
with the coloured cement grouting agents. The formula-
tion of the cement mixture can vary according to the cas-
es as afunction of the type of artificial stone thatis desired
to be copied. Once the mixture has been poured, the
mould 10 undergoes a vibrating step for eliminating any
air bubbles, thus obtaining a compact product 100. It is
important to note that, in processes of the known type,
the liquid mortar is directly pressed or pressed-vibrated
mechanically inside the formwork instead of foreseeing
a preliminary pouring step.

[0030] Following the vibrating step, the mould 10 is set
to rest for the aging time (which may or may not be ac-
celerated) of the mixture, by using special chambers in-
side which there may or may not be a heat cycle for raising
the temperature. The heat cycle for increasing the tem-
perature can be carried out so as to obtain the hardening
of the mixture over a short time in the case of accelerated
aging.

[0031] Once the necessary resistance and the re-
quired degree of drying have been obtained, the products
100 are extracted from the mould 10, firstly separating
the moulding grid 18 from the assembly consisting of the
base plate 12 and of the die 16 (figure 5). The detachment
of the moulding grid 18 from the assembly consisting of
the base plate 12 and of the die 16, which still supports
the products 100, can occur easily thanks to the reverse
demoulding angle o present on the side walls 24 of the
moulding grid 18 itself.

[0032] The extraction of the products 100 can be facil-
itated by subjecting the mould 10 to vibrating and it can
also be carried out with mechanical unmoulding means,
like for example vacuum cups 28 shown in figure 6. The
products 100 that are extracted from the mould 10 can
be subsequently packed and stored both manually, and
automatically. The mould 10, divided into the two parts
made up of the moulding grid 18 and of the assembly
consisting of the base plate 12 and of the die 16, is at
this stage recompacted and cleaned so as to be ready
to cyclically produce new products 100.

[0033] The moulding grid 18 must be dealt with very
carefully, since it is formed with a plastic material that
has been perfectly smoothed so as to be practically non-
adherent to the concrete liquid-based mixtures used for
making the products 100. Such mixtures, once they are
hardened, indeed, become detached from the walls of
the moulding grid 18 in an easy manner both for the non-
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adherence characteristic, and for the presence of the re-
verse demoulding angle o present on all the side walls
24 of the moulding grid 18.

[0034] With reference now to figure 12, a tool 30 is
shown for manufacturing the die 16 in resilient and de-
formable material having the purpose of copying in neg-
ative the exposed surface of the artificial stone 100. The
tool 30 is produced in a limited number of samples with
respect to the number of the moulds circulating in the
plant for manufacturing the artificial stones 100.

[0035] The tool 30 is made up of a frame provided with
bars made of acetal resin that are assembled by hand,
fixed with a series of Allen screws for creating a grid made
up of a plurality of positions with spaces 32 with various
length and width. The various natural stones that make
up the samples to be reproduced through the products
100 are positioned inside the spaces 32.

[0036] The natural stones are cut, shaped, positioned
inside the corresponding spaces 32 and are fixed to the
walls of the frame of the tool 30 through silicone. The
natural stones therefore create the negative of the sur-
faces of the die 16 of the mould 10.

[0037] The walls of the tool 30 have an inclination of
0° with respect to a vertical plane and, at the top, they
have a tapered portion with an acute angle, preferably
of about 16°, again with respect to a vertical plane. Such
an acute angle is present on both the sides of the inner
walls of the tool 30 and only on the inner side of the
peripheral walls. Along the outer perimeter of the tool 30
is provided a lip that is around 2 mm tall and around 5
mm wide.

[0038] The tool 30 is provided with a system for un-
moulding the die 16 of the pneumatic type. This unmould-
ing system is made up of holes on the wall of the frame
of the tool 30, one for each space 32, which allow pres-
surised air to enter. Moreover, the base of the frame is
sealed with a cast of polyurethane rubber having a hard-
ness of 70 degrees Shore, as well as a metal plate that
is screwed to the base of the walls of the frame itself, so
as to prevent the pressurised air to come out from the
lower side of the tool 30. Indeed, therefore, the pressu-
rised air pushes the die 16 in the opposite direction with
respect to that of the casting, so as to facilitate the un-
moulding.

[0039] The polyurethane rubber used for the produc-
tion of the dies 16 can belong to different hardness class-
es, like for example 40, 55 and 70 degrees Shore. Some
tests have also made it possible to evaluate the possible
insertion of a filler so as to reduce the amount, and con-
sequently the costs, of the polyurethane resin. In this
case the preparation is made by adding Poraver® 0.5-1.0
mm. From the unmoulding tests it was found that the
compressed air system operates well with rubber of 40
degrees Shore, and with rubber of 55 degrees Shore,
both added with a special filler.

[0040] One typical preferred embodiment of the mix-
ture that is suitable for producing each single die 16 fore-
sees an amount of polyurethane resin equal to 5 Kg, to
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which 300 g of Poraver® are added. Once the resin and
the filler have been introduced inside a container, they
are mixed with an air drill that is provided with a beater.
125 g of hardening agent are subsequently added for
every kilogram of resin and then everything is mixed for
around 30 seconds so as to distribute it uniformly. At this
stage the mixture is ready to be cast. The casting must
occur in the shortest time possible and according to the
time of workability allowed based upon the technical
specifications of the product.

[0041] Before preparing therubber cast, the perforated
base plate 12, which forms the base of the mould 10 and
its supporting structure, is rested and centred on the tool
30. The base plate 12 actually acts as a skeleton for
supporting the relative die 16, which otherwise could not
be supported.

[0042] Thebase plate 12is provided with through holes
14 so as to allow the rubber to be cast and allow it to
pass in all the gaps. The base plate 12 rests on the lip
present on the outer perimeter of the tool 30, thus being
lifted by 2 mm with respect to the other walls and thus
allowing the resin to pass between one space 32 and the
other and completely fill the tool 30 itself. In order to pre-
vent the resin from coming out from the tool 30, passing
through the slit between the lip and the base plate 12, it
is foreseen for there to be a gasket that ensures it is
sealed.

[0043] Since the base plate 12 must be a single piece
with the die 16, acting as a skeleton as previously de-
scribed, the resin must coatitand create alayer of around
2 mm of thickness above the base plate 12 itself. For
such a purpose a rectangular metal containing structure
was created, equipped with a gasket on the lower base
so as to ensure the seal, which is rested and centred
above the base plate 12.

[0044] Both on the surface of the air inlet holes, and
on the inner edge of the containing structure a thin layer
of fat is spread that, in the first case, prevents the holes
from being obstructed by the resin and, in the second
case, prevents the rubber from solidifying and welding
onto the gasket. In such a way the gasket itself can be
used for producing more than one die 16. At this stage
it is possible to prepare the polyurethane mixture and
pour it in the tool 30, thus obtaining the assembly con-
sisting of the base plate 12 and of the die 16 of the mould
10.

[0045] The rubber, in standard environment, is left to
rest for about one day and, once it is solidified, the as-
sembly, consisting of the base plate 12 and of the die 16,
can be unmoulded. The unmoulding consists of inserting
pressurised air inside the unmoulding system of the tool
30. The air creates a cushion inside the spaces 32 of the
tool 30, between the stones and the rubber, and lifts the
die 16 by around 15/20 mm. At this stage the operator
can extract the assembly consisting of the base plate 12
and of the die 16 from the tool 30, without difficulty.
[0046] By adding the moulding grid 18 to the assembly
consisting of the base plate 12 and of the die 16 the com-
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plete mould 10 is obtained, empty and ready for casting.
As previously described, the coupling between the
moulding grid 18 and the assembly consisting of the base
plate 12 and of the die 16 occurs by engagingly inserting
the moulding grid 18 itself inside the grooves 22 of the
die 16.

[0047] With reference now to figure 13, this shows a
plant 50 for manufacturing the coating products 100. The
plant 50 firstly comprises a first conveyor belt 52 that is
capable of handling the moulds 10, initially empty and
then filled with the products 100 to be formed.

[0048] The plant 50 also comprises a painting station
54 for the moulds 10. The painting station 54 is made up
of aseries of Venturinozzle sprayers that oscillate around
a horizontal axis that is perpendicular with respect to the
direction of the conveyor belt 52, so as to apply a layer
of even paint on every part of the moulds 10 where the
mixture constituting the products 100 will be cast.
[0049] The mixture for manufacturing artificial stones
100 is prepared separately and it is positioned inside a
dosing machine 56. The dosing machine 56 pours the
mixture into the moulds 10 through a rotary distributor
device that is provided with paddles, having an action
surface that is equal to the overall surface of the moulds
10 themselves.

[0050] The rotary distributor device has the function of
distributing the material into the moulds 10 which pass
below the dosing machine 56. The conveyor belt 52, at
the dosing machine 56, is provided with vibrating ele-
ments that help the distribution of the material inside the
moulds 10. Subsequently, a levelling machine 58 of the
rotary type, that is arranged downstream of the dosing
machine 56 and having a greater action surface than the
overall surface of the moulds 10, makes the distribution
of the mixture into the moulds 10 even and removes any
excess material from the top of the moulds 10 them-
selves.

[0051] At this stage the moulds 10, filled with the ma-
terial that is still fluid, are sent to a collection device 60
from which they are taken and positioned in an aging
chamber to dry. The collection device 60, that is typically
made up from a stacker/destacker device, is made up of
a stacker that stacks the moulds 10, vertically and in
groups of predefined units, inside a cage with a plurality
of columns. Once one column has been filled, the stacker
makes the cage slide to the following column. Once all
the columns have been filled, the entire cage is pushed
towards the extraction area, where a forklift takes it and
transports it to the aging chamber.

[0052] Once the products 100 inside the moulds are
aged, the cage is taken from the aging chamber and is
inserted in the inlet area of the destacker device, where
an extractor device extracts the moulds 10 one at atime,
thus depositing them on a second conveyor belt 62 fol-
lowing the opposite sequence with respect to the placing
step. The cages operate so that, while one cage is ex-
tracted, from the opposite side of the collection device
60 another cage is inserted ("first-in last-out" procedure).
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[0053] The second conveyor belt 62 then transports
the moulds 10, filled with artificial stones 100 that have
already been dried, towards the unmoulding step. The
unmoulding machine 64 comprises a first shaped clamp
that grips the moulds 10 from the lateral edge thereof
and lifts them, whereas a second shaped clamp goes to
push the stones 100 downwards, detaching the die 16
with the stones 100 still resting on it (see figure 5) from
the moulding grid 18.

[0054] At this stage the dies 16 with the stones 100
continue to slide along the second conveyor belt 62,
whereas the moulding grids 18 are transferred onto a
third conveyor belt 66, which is separated and parallel
with respect to such a second conveyor belt 62. The
stones 100 are manually taken from the dies 16 by op-
erators who position them on a shelf 68, from which they
are then grouped and packed. Subsequently, both the
empty dies 16, and the moulding grids 18 continue to
slide on the respective conveyor belts 62 and 66 towards
a cleaning station 70, which indeed cleans such compo-
nents 16 and 18 of the mould 10.

[0055] The dies 16 and the clean moulding grids 18
are sent to a mounting station 72, where each mould 10
is reconstructed. Before reaching such a mounting sta-
tion 72, the moulding grids 18 pass through a spraying
device 74, which applies a layer of oil so as to facilitate
the introduction into the dies 16 of the moulding grids 18
themselves.

[0056] In the mounting station 72 the dies 16 are
pushed by a piston inside the guides of a coupling belt.
The moulding grids 18 are, on the other hand, taken with
a clamp, which then goes to position them above the
respective dies 16 by applying considerable pressure so
as to promote a good coupling. At this stage the complete
moulds 10 are pushed by a piston onto the first conveyor
belt 52, sothatthey can restarta new painting and casting
step of the material to be dried.

[0057] In the plant 50 described thus far the steps of
taking the artificial stones 10 from the moulds and their
subsequent packing for shipping are carried out manu-
ally. ltis however possible to foresee automated devices
that are also capable of carrying out these activities.
[0058] Ithasthusbeen seen thatthe mould for building
coating products and the method for manufacturing such
coating products according to the present invention
achieve the purposes that were previously highlighted.
The mould according to the present invention is immune
to permanent deformation and wearing, due to the fact
that it is completely rigid/planar, whereas the negative
surface that copies the natural stone constitutes the bot-
tom on which the liquid mortar contained inside the var-
ious compartments obtained in the grid, which is fitted
above the die, is poured. The poured mortar never un-
dergoes compacting due to pressure and there is no
problem of dosing the material, like occurs, on the other
hand, in the mould described in document WO
2010/069057 A1: only a slight vibration is applied to the
whole mould to make possible air bubbles present in the
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liquid mortar come to the surface.

[0059] Each mould accompanies the productin the ag-
ing cycle up to the complete hardening of the product
itself. Only subsequently the mould is opened in its two
halves thanks to the unmoulding angles with an inclina-
tion of the sides that is opposite with respect to the flexible
formworks according to the prior art. Therefore, the prod-
uct is extracted in a very simple manner, since it is only
rested on its "noble face", and subsequently the two parts
of the mould are cleaned, oiled and joined again so as
to repeat the production cycle.

[0060] The upper part of the mould, consisting of the
moulding grid, engages inside the grooves with a perfect
seal, whereas the lower part of the mould itself, despite
being mainly manufactured from a resilient and deform-
able material, is rigidly planar thanks to the introduction
of the perforated steel slab, carrying the "noble faces" at
the top spaced from one another with the grooves for
fixing or coupling the moulding grid.

[0061] The mould and the relative plant make it possi-
ble to produce plates that can be coupled in a very precise
manner, by reducing to the minimum the furrow between
one stone and the contiguous one and by eliminating the
drawbacks related to colouring, width, finishing, etc. rel-
ative to the material with which the furrow is filled. Indeed
it is clear that a wall that is coated with natural stones
that fit together very well has an appearance that is much
nicer with respect to a wall of the same type, but having
evident furrows.

[0062] The mould for building coating products and the
plant for manufacturing such coating products of the
present invention thus conceived can in any case under-
go numerous modifications and variants, all covered by
the same inventive concept; moreover, all the details can
be replaced by technically equivalent elements. In prac-
tice the materials used, as well as the shapes and dimen-
sions, can be any according to the technical require-
ments.

[0063] The scope of protection of the invention is thus
defined by the attached claims.

Claims

1. Mould (10) for building coating products (100) ob-
tained from composite liquid mixtures, the mould (10)
comprising:

- a base plate (12), manufactured from a rigid
indeformable material and provided with a plu-
rality of through holes (14);

- a die (16), manufactured from a resilient and
deformable material and configured for incorpo-
rating the base plate (12) therein, on the upper
surface of said die (16) being obtained a plurality
of shapes (20) of the front surface in negative
of each coating product (100) to be manufac-
tured; and
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- a moulding grid (18) open at the upper part,
manufactured from an indeformable rigid mate-
rial and configured to be pressure applied above
the die (16), the moulding grid (18) being pro-
vided with a plurality of side walls (24) which
define the perimeter edges of each coating prod-
uct (100) to be manufactured,

wherein the die (16) keeps a stable and indeformable
shape when the base plate (12) is incorporated in-
side said die (16), said base plate (12) and said die
(16) forming a first half of the mould (10), which can
be separated with respect to the second half of the
mould (10) made up of the moulding grid (18), where-
in between the side walls (24) of the moulding grid
(18) separate bowls (26) are formed for containing
a single coating product (100), wherein each side
wall (24) is inclined according to an acute angle (o)
with respect to a vertical plane, so as to confer to
each side wall (24) a sharp-pointed and tapered
shape from top towards bottom with respect to the
entire mould (10) for facilitating the extraction of the
finished coating products (100) from said mould (10),
and wherein the shapes (20) of the die (16) are sep-
arated by corresponding grooves or "furrows" (22)
having width and length so as to be able to receive
the side walls (24) of the moulding grid (18) therein,
through engagement.

Mould (10) according to claim 1, characterised in
that the base plate (12) is manufactured from a metal
material, so that said base plate (12) is completely
flat and it forms the support structure of the mould
(10) .

Mould (10) according to claim 2, characterised in
that the through holes (14) of the base plate (12) are
circular shaped and are uniformly distributed along
the entire flat surface of said base plate (12).

Mould (10) according to any one of claims from 1 to
3, characterised in that the die (16) is manufactured
from a polyurethane rubber and it incorporates the
base plate (12) therein so that said base plate (12)
projects from the die (16) at two opposite lateral edg-
es, said die (16) being in turn configured to project
uniformly beneath the base plate (12).

Plant (50) for manufacturing building coating prod-
ucts (100) starting from composite liquid mixtures
comprising a mould (10) according to any one of
claims from 1 to 4, the plant (50) comprising:

- a first conveyor belt (52), capable of handling
the moulds (10) initially empty and then filled
with the products (100) to be formed;

- a dosing machine (56), capable of preparing
the mixture for manufacturing the coating prod-
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ucts (100) and of pouring said mixture into the
moulds (10) through a distributor device;

- alevelling machine (58), arranged downstream
of the dosing machine (56), capable of uniform-
ing the distribution of the mixture into the moulds
(10) and of removing any excess material from
the top part of said moulds (10);

- a collection device (60), from which there are
collected the moulds (10) with the coating prod-
ucts (100) to be dried and on which are subse-
quently repositioned the moulds (10) with the
dried coating products (100);

- an extractor device, which extracts the moulds
(10) from the collection device (60) and thus de-
posits them on a second conveyor belt (62);

- an unmoulding machine (64), capable of sep-
arating the moulding grid (18) from the assembly
consisting of the base plate (12) and the die (16);
and

- a separation station for separating dried coat-
ing products (100) from the assembly consisting
of the base plate (12) and the die (16).

Plant (50) according to claim 5, characterised in
that it comprises, upstream of the dosing machine
(56), a painting station (54) for the moulds (10).

Plant (50) according to claim 5 or 6, characterised
in that it comprises a third conveyor belt (66), sep-
arated and parallel with respect to the second con-
veyor belt (62), capable of handling the moulding
grids (18) downstream of the unmoulding machine
(64).

Plant (50) according to claim 7, characterised in
that it comprises, downstream of the separation sta-
tion, a cleaning station (70) capable of cleaning, for
each mould (10), the moulding grid (18) and the as-
sembly consisting of the base plate (12) and the die
(16).

Plant (50) according to any one of claims from 5 to
8, characterised in that it comprises, upstream of
the first conveyor belt (52) and downstream of the
separation station, a mounting station (72) where the
components (12, 16; 18) of each mould (10) are as-
sembled.

Plant (50) according to claim 9, characterised in
that it comprises, upstream of the mounting station
(72), a spraying device (74) capable of applying a
layer of oil on the moulding grids (18) so as to facil-
itate the introduction of said moulding grids (18) into
the dies (16).

Plant (50) according to any one of claims from 5 to
10, characterised in that the unmoulding machine
(64) comprises a first shaped clamp, capable of
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13.

14.

15.

grasping the moulds (10) from the lateral edge there-
of and of lifting them, and a second shaped clamp,
which pushes the dried coating products (100) down-
wards, detaching the die (16) from the moulding grid
(18) with said coating products (100) still placed ther-
eon.

Method for manufacturing building coating products
(100) starting from composite liquid mixtures with a
mould (10) according to any one of claims from 1 to
4, the method comprising the steps of:

- mounting of the base plate (12), the die (16)
and the moulding grid (18), so as to obtain a
mould (10) having a predefined height (H);

- pouring a liquid cement mixture into the sepa-
rate bowls (26) of the mould (10);

- vibrating the mould (10) for eliminating any air
bubbles, thus obtaining a compact product
(100);

- separating the moulding grid (18) from the as-
sembly consisting of the base plate (12) and the
die (16) once the coating products (100) have
reached the required degree of drying, so as to
facilitate the extraction of said coating products
(100) from the mould (10);

- separating the dried coating products (100)
from the assembly consisting of the base plate
(12) and the die (16); and

- recomposing the mould (10) through the
mounting of the moulding grid (18) on the as-
sembly consisting of the base plate (12) and the
die (16).

Method according to claim 12, characterised in that
it comprises, before the step of pouring the cement
mixture into the separate bowls (26) of the mould
(10), a step of applying detachment oil on the ex-
posed surfaces of the die (16) and of the side walls
(24) of the moulding grid (18), so as to facilitate the
subsequent unmoulding of the coating products
(100).

Method according to claim 12 or 13, characterised
in that it comprises, before the mounting step, a pre-
liminary step of cleaning the base plate (12), the die
(16) and the moulding grid (18) so as to remove pos-
sible cement residues.

Method according to any one of claims from 12 to
14, characterised in that it comprises, subsequent-
ly to the mounting step, a step of applying a uniform
layer of paint on every part of the mould (10) where
the cement mixture shall be introduced.
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Patentanspriiche

1.

Form (10) fir Gebéaudebeschichtungsprodukte
(100), die aus Mischungen von flissigen Verbund-
stoffen erhalten werden, wobei die Form (10) um-
fasst:

- eine Basisplatte (12), die aus einem starren,
unverformbaren Material hergestellt und mit ei-
ner Mehrzahl von Durchgangsléchern (14) ver-
sehen ist;

- eine Matrize (16), die aus einem elastischen
und verformbaren Material hergestellt und aus-
gebildet ist, um die Basisplatte (12) darin aufzu-
nehmen, wobei auf der Oberseite der Matrize
(16) eine Mehrzahl von Reliefs (20) der Vorder-
seite als Negativ eines jeden herzustellenden
Beschichtungsprodukts (100) erhalten wird; und
-einim oberen Teil offenes Formungsgitter (18),
das aus einemunverformbaren, starren Material
hergestellt und ausgestaltet ist, um mit Druck
auf die Matrize (16) aufgebracht zu werden, wo-
bei das Formungsgitter (18) mit einer Mehrzahl
von Seitenwanden (24) verseheniist, die die Um-
fangsrander eines jeden herzustellenden Be-
schichtungsprodukts (100) definieren,

wobei die Matrize (16) eine stabile und unverform-
bare Form beibehalt, wenn die Basisplatte (12) im
Inneren der Matrize (16) eingebettet wird, wobei die
Basisplatte (12) und die Matrize (16) eine erste Half-
te der Form (10) bilden, die in Bezug auf die zweite
Halfte der aus dem Formungsgitter (18) bestehen-
den Form (10) getrennt werden kann, wobei zwi-
schen den Seitenwanden (24) des Formungsgitters
(18) getrennte Mulden (26) gebildet sind, um ein ein-
zelnes Beschichtungsprodukt (100) aufzunehmen,
wobei jede Seitenwand (24) in Bezug auf eine ver-
tikale Ebene in einem spitzen Winkel (o) geneigt ist,
derart, dass einer jeden Seitenwand (24) eine in Be-
zug auf die gesamte Form (10) sich von oben nach
unten verjingende Form mit zugespitztem Ende ver-
liehen wird, um das Herausnehmen des fertigen Be-
schichtungsprodukts (100) aus der Form (10) zu er-
leichtern, und wobei die Reliefs (20) der Matrize (16)
durch entsprechende Rillen oder "Riefen" (22) ge-
trennt sind, mit einer derartigen Breite und Lange,
um in der Lage zu sein, die Seitenwande (24) des
Formungsgitters (18) durch Eingriff darin aufzuneh-
men.

Form (10) nach Anspruch 1, dadurch gekennzeich-
net, dass die Basisplatte (12) aus einem Metallwerk-
stoff hergestellt ist, so dass die Basisplatte (12) voll-
kommen flach ist und die Tragerstruktur der Form
(10) bildet.

Form (10) nach Anspruch 2, dadurch gekennzeich-
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net, dass die Durchgangsl6cher (14) der Basisplatte
(12) kreisférmig sind und gleichmaRig tber die ge-
samte flache Oberflache der Basisplatte (12) verteilt
sind.

Form (10) nach einem der Anspriiche 1 bis 3, da-
durch gekennzeichnet, dass die Matrize (16) aus
einem Polyurethankautschuk hergestellt ist und die
Basisplatte (12) darin aufnimmt, so dass die Basis-
platte (12) aus der Matrize (16) an zwei gegentiber-
liegenden Seitenkanten auskragt, wobei die Matrize
(16) ihrerseits ausgestaltet ist, um gleichmaRig un-
terhalb der Basisplatte (12) auszukragen.

Anlage (50) zum Herstellen von Gebdudebeschich-
tungsprodukten (100), ausgehend von Mischungen
von flissigen Verbundstoffen, umfassend eine Form
(10) nach einem der Anspriiche 1 bis 4, wobei die
Anlage (50) Folgendes umfasst:

- ein erstes Forderband (52), das in der Lage
ist, die anfangs leeren und dann mit den zu for-
menden Produkten (100) geflllten Formen (10)
zu fUhren;

- eine Dosiermaschine (56), die in der Lage ist,
die Mischung zum Herstellen der Beschich-
tungsprodukte (100) zuzubereiten und die Mi-
schung durch eine Verteilungsvorrichtung in die
Formen (10) zu gielen;

- eine Nivelliermaschine (58), die stromabwarts
der Dosiermaschine (56) angeordnet und in der
Lageist, die Verteilung der Mischungin den For-
men (10) zu vergleichmaBigen und jeglichen
Materialliberschuss vom Oberteil der Formen
(10) zu entfernen;

- eine Sammelvorrichtung (60), von der die For-
men (10) mit den zu trocknenden Beschich-
tungsprodukten (100) eingesammelt werden
und auf die die Formen (10) mit den getrockne-
ten Beschichtungsprodukten (100) anschlie-
Rend wieder zurlickgestellt werden;

- eine Entnahmevorrichtung, die die Formen
(10) aus der Sammelvorrichtung (60) entnimmt
und sie folglich auf einem zweiten Férderband
(62) ablegt;

- eine Entformungsmaschine (64), die in der La-
ge ist, das Formungsgitter (18) von der Gruppe
bestehend aus der Basisplatte (12) und der Ma-
trize (16) zu trennen; und

- eine Trennstation zum Trennen der getrock-
neten Beschichtungsprodukte (100) von der
Gruppe bestehend aus der Basisplatte (12) und
der Matrize (16).

Anlage (50) nach Anspruch 5, dadurch gekenn-
zeichnet, dass sie stromaufwarts der Dosierma-
schine (56) eine Lackierstation (54) fiir die Formen
(10) umfasst.
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Anlage (50) nach Anspruch 5 oder 6,

dadurch gekennzeichnet, dass sie ein drittes For-
derband (66) umfasst, das getrennt und parallel in
Bezug auf das zweite Férderband (62) verlauft und
inderLageist, die Formungsgitter (18) stromabwarts
der Entformungsmaschine (64) zu fihren.

Anlage (50) nach Anspruch 7, dadurch gekenn-
zeichnet, dass sie stromabwarts der Trennstation
eine Reinigungsstation (70) umfasst, die in der Lage
ist, bei jeder Form (10) das Formungsgitter (18) und
die Gruppe bestehend aus der Basisplatte (12) und
der Matrize (16) zu reinigen.

Anlage (50) nach einem der Anspriiche 5 bis 8,
dadurch gekennzeichnet, dass sie stromaufwarts
des ersten Forderbandes (52) und stromabwaérts der
Trennstation eine Montagestation (72) umfasst, in
der die Bestandteile (12, 16; 18) einer jeden Form
(10) zusammengebaut werden.

Anlage (50) nach Anspruch 9,

dadurch gekennzeichnet, dass sie stromaufwarts
der Montagestation (72) eine Sprihvorrichtung (74)
umfasst, die in der Lage ist, eine Olschicht auf die
Formungsgitter (18) aufzutragen, um das Einfiihren
der Formungsgitter (18) in die Matrizen (16) zu er-
leichtern.

Anlage (50) nach einem der Anspriiche 5 bis 10,
dadurch gekennzeichnet, dass die Entformungs-
maschine (64) eine erste geformte Klemme umfasst,
dieinderLageist, die Formen (10) anihren seitlichen
Kanten zu ergreifen und anzuheben, und eine zweite
geformte Klemme, die die getrockneten Beschich-
tungsprodukte (100) nach unten driickt und die Ma-
trize (16) aus dem Formungsgitter (18) mit den noch
darauf angeordneten Beschichtungsprodukten
(100) I6st.

Verfahren zur Herstellung von Geb&udebeschich-
tungsprodukten (100), ausgehend von Mischungen
aus flissigen Verbundstoffen mit einer Form (10)
nach einem der Anspriiche 1 bis 4, wobei das Ver-
fahren folgende Schritte umfasst:

- Befestigen der Basisplatte (12), der Matrize
(16) und des Formungsgitters (18), um eine
Form (10) mit einer vordefinierten Héhe (H) zu
erhalten;

- Gielen einer flissigen Zementmischungin die
getrennten Mulden (26) der Form (10);

- Rutteln der Form (10), um jegliche Luftblasen
zu beseitigen und dadurch ein kompaktes Pro-
dukt (100) zu erhalten;

- Trennen des Formungsgitters (18) aus der
Gruppe bestehend aus der Basisplatte (12) und
der Matrize (16), nachdem die Beschichtungs-
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produkte (100) den erforderlichen Trocknungs-
grad erreichthaben, um das Entnehmen der Be-
schichtungsprodukte (100) aus der Form (10)
zu erleichtern;

- Trennen der getrockneten Beschichtungspro-
dukte (100) aus der

Gruppe bestehend aus der Basisplatte (12) und der
Matrize (16); und

- Wiederzusammensetzen der Form (10) durch
Befestigen des Formungsgitters (18) auf der
Gruppe bestehend aus der Basisplatte (12) und
der Matrize (16).

Verfahren nach Anspruch 12, dadurch gekenn-
zeichnet, dass

es vor dem Schritt des GielRens der Zementmi-
schung in die getrennten Mulden (26) der Form (10)
einen Schritt des Auftragens von Entformungsaél auf
die exponierten Oberflachen der Matrize (16) und
der Seitenwande (24) des Formungsgitters (18) um-
fasst, um das anschlieende Entformen der Be-
schichtungsprodukte (100) zu erleichtern.

Verfahren nach Anspruch 12 oder 13, dadurch ge-
kennzeichnet, dass es vor dem Befestigungsschritt
einen vorbereitenden Schritt des Reinigens der Ba-
sisplatte (12), der Matrize (16) und des Formungs-
gitters (18) umfasst, um eventuelle Zementriickstan-
de zu beseitigen.

Verfahren nach einem der Anspriiche 12 bis 14,
dadurch gekennzeichnet, dass es nach dem Be-
festigungsschritt einen Schritt des Auftragens einer
gleichférmigen Farbschicht auf alle Teile der Form
(10) umfasst, in die die Zementmischung eingefllt
werden soll.

Revendications

1.

Moule (10) pour produits de revétement de construc-
tion (100) obtenus a partir de mélanges liquides com-
posites, le moule (10) comprenant :

-une plaque de base (12), fabriquée a partird’'un
matériau indéformable rigide et dotée d’une plu-
ralité de trous traversants (14) ;

- une matrice (16), fabriquée a partir d'un maté-
riau élastique et déformable et configurée pour
incorporer en elle la plaque de base (12), sur la
surface supérieure de ladite matrice (16) une
pluralité de profils (20) de la surface avant en
négatif de chaque produit de revétement (100)
a fabriquer étant obtenue ; et

- une grille de moulage (18) ouverte au niveau
de la partie supérieure, fabriquée a partir d’'un
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matériau rigide indéformable et configurée pour
étre appliquée par pression au-dessus de lama-
trice (16), la grille de moulage (18) étant dotée
d’une pluralité de parois latérales (24) qui défi-
nissent les bords périphériques de chaque pro-
duit de revétement (100) a fabriquer,

dans lequel la matrice (16) conserve un profil stable
et indéformable lorsque la plaque de base (12) est
incorporée a l'intérieur de ladite matrice (16), ladite
plaque de base (12) et ladite matrice (16) formant
une premiére moitié du moule (10), qui peut étre sé-
parée par rapport a la deuxiéme moitié du moule
(10) constituée de la grille de moulage (18), dans
lequel les parois latérales (24) de la grille de moulage
(18) des cuvettes distinctes (26) sont formées pour
contenir un produit de revétement unique (100), cha-
que paroi latérale (24) étant inclinée selon un angle
aigu (o) par rapport a un plan vertical, de fagon a
conférer a chaque paroi latérale (24) un profil pointu
et effilé de haut en bas par rapport au moule (10)
tout entier afin de faciliter I'extraction des produits
de revétement finis (100) dudit moule (10), et dans
lequel les profils (20) de la matrice (16) sont séparés
par des rainures ou des « sillons » correspondants
(22) ayant une largeur et une longueur de fagon a
pouvoir recevoir en eux les parois latérales (24) de
la grille de moulage (18), par mise en prise.

Moule (10) selon la revendication 1, caractérisé en
ce que la plaque de base (12) est fabriquée a partir
d’un matériau métallique, de sorte que ladite plaque
debase (12) soitcomplétement plate et qu’elle forme
la structure de support du moule (10).

Moule (10) selon la revendication 2, caractérisé en
ce que les trous traversants (14) de la plaque de
base (12) ont un profil circulaire et sont uniformé-
ment répartis le long de la surface plate tout entiére
de ladite plaque de base (12).

Moule (10) selon I'une quelconque des revendica-
tions de 1 a 3, caractérisé en ce que la matrice (16)
est fabriquée a partir d’'un caoutchouc de polyuré-
thane et qu’elle incorpore en elle la plagque de base
(12) de sorte que ladite plaque de base (12) fasse
saillie a partir de la matrice (16) au niveau de deux
bords latéraux opposés, ladite matrice (16) étant a
son tour configurée pour faire saillie de fagon unifor-
me sous la plaque de base (12).

Installation (50) pour fabriquer des produits de revé-
tement de construction (100) a partir de mélanges
liquides composites comprenant un moule (10) se-
lon 'une quelconque des revendications 1 a 4, I'ins-
tallation (50) comprenant :

- une premiére bande transporteuse (52), apte
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a manipuler les moules (10) initialement vides
puis remplis avec les produits (100) a former ;
- une machine de dosage (56), apte a préparer
le mélange pour fabriquer les produits de revé-
tement (100) et a verser ledit mélange dans les
moules (10) par le biais d’'un dispositif de
répartition ;

- une machine de nivellement (58), agencée en
aval de la machine de dosage (56), apte a uni-
formiser la répartition du mélange dans les mou-
les (10) et a éliminer tout excés de matériau de
la partie de dessus desdits moules (10) ;

- un dispositif de collecte (60), a partir duquel
sont collectés les moules (10) avec les produits
de revétement (100) a sécher et sur lequel sont
subséquemment repositionnés les moules (10)
avec les produits de revétement séchés (100) ;
- un dispositif d’extraction, qui extrait les moules
(10) du dispositif de collecte (60) et les dépose
ainsi sur une deuxiéme bande transporteuse
(62);

- une machine de démoulage (64), apte a sépa-
rerla grille de moulage (18) de I’ensemble cons-
titué de la plaque de base (12) et de la matrice
(16) ; et

- un poste de séparation pour séparer des pro-
duits de revétement séchés (100) de 'ensemble
constitué de la plaque de base (12) et de la ma-
trice (16).

Installation (50) selon la revendication 5, caractéri-
séeence qu’elle comprend, enamontde lamachine
de dosage (56), un poste de peinture (54) pour les
moules (10).

Installation (50) selon la revendication 5 ou la reven-
dication 6, caractérisée en ce qu’elle comprend une
troisieme bande transporteuse (66), séparée et pa-
ralléle par rapport a la deuxiéme bande transporteu-
se (62), apte a manipuler les grilles de moulage (18)
en aval de la machine de démoulage (64).

Installation (50) selon la revendication 7, caractéri-
sée en ce qu’elle comprend, en aval du poste de
séparation, un poste de nettoyage (70) apte a net-
toyer, pour chaque moule (10), la grille de moulage
(18) et 'ensemble constitué de la plaque de base
(12) et de la matrice (16).

Installation (50) selon I'une quelconque des reven-
dications de 5 a 8, caractérisée en ce qu’elle com-
prend, en amontde la premiére bande transporteuse
(52) et en aval du poste de séparation, un poste de
montage (72) ou les composants (12, 16 ; 18) de
chaque moule (10) sont assemblés.

Installation (50) selon la revendication 9, caractéri-
sée en ce qu’elle comprend, en amont du poste de
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montage (72), un dispositif de pulvérisation (74) apte
aappliquer une couche d’huile sur les grilles de mou-
lage (18) de facon a faciliter I'introduction desdites
grilles de moulage (18) dans les matrices (16) .

Installation (50) selon I'une quelconque des reven-
dications 5a 10, caractérisée en ce que la machine
de démoulage (64) comprend une premiére pince
profilée, apte a saisir les moules (10) a partir du bord
latéral de ceux-ci et a les soulever, et une deuxiéme
pince profilée, qui pousse les produits de revétement
séchés (100) vers le bas, détachant la matrice (16)
de la grille de moulage (18), lesdits produits de re-
vétement (100) étant toujours placés sur celle-ci.

Procédeé pour fabriquer des produits de revétement
de construction (100) a partir de mélanges liquides
composites avec un moule (10) selon 'une quelcon-
que des revendications de 1 a 4, le procédé com-
prenant les étapes consistant a :

- monter la plaque de base (12), la matrice (16)
et la grille de moulage (18), de fagon a obtenir
un moule (10) ayant une hauteur prédéfinie (H) ;
- verser un mélange de ciment liquide dans les
cuvettes distinctes (26) du moule (10) ;

- faire vibrer le moule (10) pour éliminer toute
bulle d’air, obtenant ainsi un produit compact
(100) ;

- séparer la grille de moulage (18) de I'ensemble
constitué de la plaque de base (12) et de la ma-
trice (16) une fois que les produits de revétement
(100) ont atteint le degré de séchage requis, de
fagon a faciliter I'extraction desdits produits de
revétement (100) du moule (10) ;

- séparer les produits de revétement séchés
(100) de I'ensemble constitué de la plaque de
base (12) et de la matrice (16) ; et

- recomposer le moule (10) par le montage de
la grille de moulage (18) sur 'ensemble consti-
tué de la plaque de base (12) et de la matrice
(16).

Procédé selon la revendication 12, caractérisé en
ce qu’il comprend, avant I'étape consistant a verser
le mélange de ciment dans les cuvettes distinctes
(26) du moule (10), une étape consistant a appliquer
de I'huile de détachement sur les surfaces exposées
de la matrice (16) et des parois latérales (24) de la
grille de moulage (18), de fagon a faciliter le démou-
lage subséquent des produits de revétement (100).

Procédé selon la revendication 12 ou la revendica-
tion 13, caractérisé en ce qu’il comprend, avant
I'étape de montage, une étape préliminaire consis-
tant a nettoyer la plaque de base (12), la matrice (16)
et la grille de moulage (18) de fagon a éliminer les
éventuels résidus de ciment.
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15. Procédé selon I'une quelconque des revendications

12 a 14, caractérisé en ce qu’il comprend, subsé-
quemment a I'étape de montage, une étape consis-
tant a appliquer une couche uniforme de peinture
sur chaque partie du moule (10) ou le mélange de
ciment doit étre introduit.
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Fig.7
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