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This invention relates to die or pressure cast-
Ing machines for plastic masses.

In die or pressure casting machines {or plastic
masses in order to prevent a considerable further
quantity of the mass from flowing out of the
nozzle orifice after the nozzle has been separated
from the mould, the result of which would be to
Interfere with the proper operation of the ma-
chine, it has previously been proposed to Insert
in the front part of the nozzle a closure member
which is opened by a controlling device hefore
the beginning of the extrusion process and is
closed after the extrusion process s complete.

A closure of this is considerably simplified by
means of the present invention because the con-
trolling device for the closure member ls elimi-
nated. *

In a construction in accordance with the inven-
tion, the nozzle 1s mounted in the nozzle head
50 as to be axially displaceable theremn and Is
provided with transverse passages leading from
the nozzle passage; when the cylinder contaln-
ing the plastic mass is withdrawn, the nozzle is
held by the pressure inside the cylinder and act-
ing on the plastic material to be cast as well as
on the nozzle in a position in which the trans-
verse passages are shut off from the passage
through which the mass is supplied and, when
the nozzle is applied to the casting mould, the
nozzle is moved into & position in which the pas-
sage through which the mass is supplied Is
brought into communlication by way of the trans-
verse passages with the nozzle orifice, The open-
ing of the closure member at the correct time
therefore takes place automatically without the
ald of a controlling device solely owing to the
nozzle bearing against the mould and the closing
is effected by the Innerpressure exerted by a pres-
sure means acting on the plastic material to be
extruded. The nozzle itself is consiructed as
the closure member while the nozzle head acts
as casing in which the nozzle slides.

Preferably, as an additional safeguard, the noz-
zle is provided with a stop which limits its stroke
and has a seating surface which, when the trans-
verse passages are in the closed position, bears
agalnst a seating provided on the nozzle head.
If the stop Is constructed in the form of a plate
valve, a double security is obtalned, ithe nozzle
passage being shut off firstly by the closure of
the transverse passages of the nozzle by the noz-
zle head and secondly by the plate valve,

A constructional form of closure device in ac-
cordahce with the invention is illustrated by way
of example In the accompenying drawing, in
which

Fleure 1 is a longitudinal section through one
form of eonstruction of the front and of the cyl-
inder containing the plastic mass and the mould
which coacts with it before the two parts are
brought into contact with one another.
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Figure 2 is a view showing the positicns of the
parts shown In Flgure 1 during the casting
process,

In the form of construction according to Fig-
ures 1 and 2 the automatic opening of the closure
member is effected owing to the mass or nozzle
meeting the mould.

In the cylindrical body 3 is inserted a pipe 4
which is provided in front with an enlargement
8. The annular space 6§ between the pipe 4 and
the cylindrical body 3 forms the passage through
which the mass is fed under high pressure by a
plunger which is moved in a cylinder in which
the mass Is contained. The enlargement 5§ is
provided with a passage T which is In communi-
cation with the annular space 6. In the cylin-
drical body 3 Is screwed the nozzle head 8 in the
front of which is inserted the nozzle 3. Between
the nozzle 9 and the enlargement 5 there is a
space 10,

The nozzle 9 is axially displaceable in the head
8. For this purpose the nozzle is provided with
2 neck 34 which is gulded in a cylindrical aper-
ture 35 in the nozzle head. The nozzle has a
passage 28 which tapers conlcally towards the
orifice and from which transverse passages 36
extend. At the inner end of the reck 34 is fixed
the plate 37 of a plate valve, the sealing surface
38 of which is provided on the nozzle head 8.
The inner end of the passage 28 is clcsed by a
plug 39.

The transverse passages 86 are s0 arranged
that, when the nozzle 9 is separated from the
mould {, their outer orifices are covered by the
surface of the aperture 35 in which the nozzle
head 8 15 gulded. Under the action of the pres-
sure prevalllng inside the space 10 and exerted by
the plunger acting on the plastic mass the plate
37 is pressed against Its seating 38. Therefore
the nozzle passage 28 is closed at two places to
the passage 10 through which the mass to be cast
iz fed.

When the cylinder containing the mass is
moved forwards, the nozzle 9 is brought into con-
tact with the mould, and is pressed back into the
position shown in Figure 2. It thereby opens the
plate valve 37 and the transverse passages 38 are
placed In communication with the space 18, The
mass can therefore pass through the passages 6§
and T, the space {8 and the transversc passages
36 to the nozzle passage 28. When the cylinder
containing the mass is withdrawn the parts again
move back under the action of the pressure In-
slde the space 10 into the position illustrated in
Figure 1 in which the passage through which the
mass Is fed is doubly closed to the nozzie Dassage
28. Therefore only the very small quantity of
mass which 15 contained in the nozzle passage 28
can escape.
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