B29C

CPC COOPERATIVE PATENT CLASSIFICATION
B PERFORMING OPERATIONS; TRANSPORTING
(NOTES omitted)
SHAPING
B29 WORKING OF PLASTICS; WORKING OF SUBSTANCESIN A PLASTIC STATE,
IN GENERAL (processing doughs A21C; working chocolate A23G; casting of metals B22;
working cement, clay B28; chemical aspects, see section C, particularly C08; working glass
C03B; candle making C11C 5/02; making soap C11D 13/00; manufacture of artificial filaments,
threads, fibres, bristles or ribbons DO1D, DO1F; manufacture of articles from cellulosic fibrous
suspensions or from papier-mache D21J)
(NOTES omitted)
B29C  SHAPING OR JOINING OF PLASTICS; SHAPING OF MATERIAL IN A PLASTIC
STATE, NOT OTHERWISE PROVIDED FOR; AFTER-TREATMENT OF THE
SHAPED PRODUCTS, e.g. REPAIRING (making preforms B29B 11/00; making laminated
products by combining previously unconnected layers which become one product whose layers
will remain together B32B 37/00 - B32B 41/00)
NOTES
1. Thissubclass covers:
— shaping or joining of plastics,
— shaping of material in a plastic state when a specific material is not identified;
— shaping of material in aplastic state, not otherwise provided for.
2. This subclass does not cover:
— working of plastics sheet material in a manner analogous to the working of paper, which is covered by class B31;
— shaping of materials provided for elsewhere, e.g. of metal, clay or foodstuffs.
3. Attention is drawn to Note (3) following the title of class B29.
4. Inthissubclass:
— repairing of articles made from plastics or materialsin a plastic state, e.g. of articles shaped or produced by using
techniques covered by this subclass or subclass B29D, is classified in group B29C 73/00;
— component parts, details, accessories or auxiliary operations which are applicable to more than one moulding technique are
classified in groups B29C 31/00 - B29C 37/00;
— component parts, details, accessories or auxiliary operations which are only applicable or only of use for one specific
shaping technique are classified only in the relevant subgroups of groups B29C 39/00-B29C 71/00.
5. Inthissubclass, it is desirable to add the indexing codes of subclasses B29K and B29L.
Component parts, details or accessories; Auxiliary operations 31/006 . {Handling moulds, e.g. between a mould store and
NOTE a moulding machine (movable moulds B29C 33/34;
for injection moulding B29C 45/1756)}
{Attention is drawn to Note (4) following the subclasstitle.} 31/008 . {Handling preformed parts, e.g. inserts
. . . (B29C 37/001 takes precedence; for injection
31/00 Hgandlmg, fe.glgé;e_edmg ?f t_h(latr)ne?terlal tol'g‘? sh_aped, moulding B29C 45/14008; for blow moulding
{siorage of plastics material before moulding; B29C 49/2408; for thermoforming B29C 51/165)}
Automation, i.e. automated handling linesin : . .
. . . . 31/02 . Dispensing from vessels, e.g. hoppers{(into
plastics processing plants, e.g. using manipulators . : :
. : . amould cavity B29C 31/04; large containers
or robots (discharging moulded articles from the : X
: characterised by discharge means B65D 88/28,
mould B29C 37/0003; storage of prepregs or SMC
after impregnation or during ageing B29C 70/54; B6SD 8a/54)}
= Impreg g ag R 3104 . Feeding { of the material to be moulded}, e.g. into
baling of rubber B29B 15/02; in general B65G)} .
31/002 Handling tub transferring bet <havi amould cavity ({ B29C 39/08 takes precedence;
) {st at"?‘” Inlg achi S, €9. rag elem ng between shaping using a material distribution system to two or more
1ons, foading on man r. st i fixed injection moulds B29C 45/125} ; to pressesin
31/004 . {Arrangements for converting the motion of a general B30B 15/30)
g:tt.e”a.J Wh'sfh Is conti ”ﬁous‘y fed to aworking 31041 . . {usingfilling or dispensing heads placed in
onin a stepwise motion} closed moulds or in contact with mould walls
(B29C 45/27 takes precedence)}
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31/042

31/044

31/045

31/047

31/048

31/06

31/061
31/063
31/065

31/066
31/068
31/08

31/085

31/10
33/00

2033/0005

33/0011
33/0016

33/0022

33/0027
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. . {using dispensing heads, e.g. extruders, placed
over or apart from the moulds (positioning
extruded preforms on conveyors B29C 31/085)}

. . . {with moving heads for distributing liquid or

viscous material into the moulds}

. . . . {moving aong predetermined circuits

or distributing the material according to
predetermined patterns}

. {combined with moving moulds (B29C 31/044,
B29C 31/048 take precedence)}

. {the material being severed at the dispensing
head exit, e.g. asring, drop or gob, and
transported immediately into the mould, e.g. by
gravity}

. in measured doses, { e.g. by weighting (feeding
mixers with measured doses BO1F 15/0216,
BO1F 15/0454, B29B 7/24, B29B 7/603; in
general GO1F)}

. {using stationary volumetric measuring
chambers}

. . {of the piston type}

. {using volumetric measuring chambers moving
between a charging station and a discharge
station}

. . . {using feed frames, e.g. for dry material}

. . . . {of the piston type}

. of preforms {to be moulded, e.g. tablets, fibre
reinforced preforms, extruded ribbons, tubes or
profiles; Manipulating means specially adapted
for feeding preforms, e.g. supports conveyors
(B29C 31/066, B29C 37/001, B29C 43/085 take
precedence)}

NOTE

Documents describing feeding preforms,

€.g. parisons, tubes, sheetsin connection

with shaping techniques described in groups
B29C 49/00 - B29C 65/00 are not classified in
group B29C 31/08, but in the relevant groups
of these techniques

. {combined with positioning the preforms
according to predetermined patterns, e.g.
positioning extruded preforms on conveyors
(B29C 70/30 takes precedence; for building
tyres B29D 30/08)}

. of several materials

Mouldsor cores; Detailsthereof or accessories

therefor

. {with transparent parts, e.g. permitting visual

inspection of the interior of the cavity}

. {thin-walled moulds}

. . {Lost moulds, e.g. staying on the moulded
object (flexible bags without particular shape
filled with expandable material B29C 44/182;
single use mandrels for winding and forming
B29C 53/822)}

. {Multi-cavity moulds (B29C 33/301 takes

precedence)}

. . {with deep narrow cavities, e.g. for making piles
(non-woven pile fabrics DO4H 11/00)}

33/0033

33/0038

33/0044

33/005

33/0055

33/0061

33/0066

33/0072

33/0077

33/0083
33/0088
2033/0094
33/02
2033/023
33/026
33/04

2033/042

33/044
33/046
33/048
33/06

33/065
33/08
33/085
33/10
33/12

33/123
33/126

33/14
33/16
33/18
33/20
33/202

B29C

. {constructed for making articles provided with
holes}

NOTE

If the hole is made by cutting means associated
with the mould, see the relevant moulding
technique

. {with sealing means or the like (seals on envelopes
used in tyre retreading B29D 30/542; for injection
moulding footwear B29D 35/0045)}

. . {for sealing off parts of inserts projecting into the

mould cavity}

. {characterised by the location of the parting line of
the mould parts}

. {with incorporated overflow cavities (in particular
in injection moulds B29C 45/2669)}

. {characterised by the configuration of the material
feeding channel (sprue channels for injection
moulding B29C 45/27)}

. . {with asubdivided channel for feeding the

material to aplurality of locations}

. . {with aconfiguration promoting turbulency, e.g.

for after-mixing in the mould}

. {characterised by the configuration of the mould
filling gate (mixing chambers situated in the mould
opening B29B 7/7471); accessories for connecting
the mould filling gate with the filling spout}

. {Electrical or fluid connection systems therefor}

. {Multi-face stack moulds}

. {Means for masking a part of the moulding surface}

. with incorporated heating or cooling means
. {Thermal insulation of moulds or mould parts}

. {inroalls, calenders or drums}

. using liquids, gas or steam { (tyre moulds with
incorporated heating or cooling means using
liquids, gas or steam B29D 30/0601)}

. {Meander or zig-zag shaped cooling channels,
i.e. continuous cooling channels whereby
aplurality of cooling channel sections are
oriented in asubstantial parallel direction}

. . {inrolls calenders or drums}

. {using gas}

. {using steam}

. using radiation{, e.g. electro-magnetic waves,
induction heating}

. . {inrolls, calenders or drums}

. . for dielectric heating

. . . {usingrolls, calenders or drums}

. with incorporated venting means

. with incorporated means for positioning inserts, e.g.
labels { (positioning reinforcements B29C 70/541)}

. . {for centering the inserts}

. . . {using centering means forming part of the

insert}

. against the mould wall
. using magnetic means
. using vacuum

. Opening, closing or clamping
. {Clamping means operating on closed or nearly

closed mould parts, the clamping means being

independently movable of the opening or closing
means (clamping devices for injection moulding

machines B29C 45/64)}



Component parts, details or accessories; Auxiliary operations

2033/205

2033/207
33/22
33/24
33/26

33/28
33/30

33/301

33/302
33/303
33/304
33/305

33/306

33/307

33/308
33/32
33/34
33/36
33/38
33/3807

33/3814

33/3821
33/3828

33/3835
33/3842

2033/385

33/3857

2033/3864

2033/3871

33/3878
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.. {mould clamping by membranes, e.g. inflatable
membranes or cushions}
. . {mould clamping by pivoting members}
. by rectilinear movement
. using hydraulic or pneumatic means
. by pivotal movement
. using hydraulic or pneumatic means

. Mounting, exchanging or centering { (moulds,

mould parts or cores, B29C 33/485 takes

precedence)}

. {Modular mould systems [MM§], i.e. moulds
built up by stacking mould elements, e.g. plates,
blocks, rods (B29C 33/0088 takes precedence)}

. . {Assembling alarge number of mould elements

to constitute one cavity}

. {centering mould parts or halves, e.g. during
mounting}

. . {centering cores}

. {Mounting of moulds or mould support plates
(handling of moulds B29C 31/006; mounting of
moulds for injection moulding B29C 45/1742)}

. {Exchangeable mould parts, e.g. cassette moulds,
mould inserts (moulds with exchangeable mould
parts for injection moulding B29C 45/2673;
mounting of exchangeable mould inserts for
injection moulding B29C 45/2675)}

. {Mould plates mounted on frames; Mounting
the mould plates; Frame constructions
therefor (shaping plates for making
moulds B29C 33/3842; thin walled moulds
B29C 33/0011)}

. {Adjustable moulds (for injection moulding
B29C 45/376)}
using magnetic means

. movable, e.g. to or from the moulding station

. continuously movable {in one direction, e.g.ina
closed circuit (B29C 49/0021 takes precedence)}

. characterised by the material or the manufacturing

process (B29C 33/44 takes precedence; manufacture

of moulds or parts thereof from metal B22, B23)

. {Resin-bonded materials, e.g. inorganic particles}

. {Porous moulds (adapted for vacuum forming
B29C 51/365)}

. {composed of particles enclosed in a bag}

. {Moulds made of at least two different materials

having different thermal conductivities}

. {Designing moulds, e.g. using CAD-CAM}

. {Manufacturing moulds, e.g. shaping the mould
surface by machining}

. {by laminating a plurality of layers (moulds
built up by stacking mould elements, e.g.
plates, blocks, rods, in general B29C 33/301,
tyre moulds made of a plurality of laminations
B29D 2030/0609)}

. {by making impressions of one or more parts
of models, e.g. shaped articles and including
possible subsequent assembly of the parts}

. {Spraying at least one layer to create the
mould}

. {the models being organic materid, e.g.
living or dead bodies or parts thereof}

. {used as masters for making successive
impressions}

33/3885

33/3892

33/40
33/405

33/42

2033/422

33/424

2033/426

33/428

33/44

33/442
33/444

33/446

33/448

33/46
33/48
33/485

33/50

33/505

33/52

2033/525
33/54
33/56

33/565

33/58
33/60

33/62
33/64
33/66
33/68
33/70
2033/705
33/72

33/722

B29C

..... {the mould parts being co-operating
impressions}
. . . . {Preparation of the model, e.g. by
assembling parts}

. Plastics, e.g. foam, rubber

. . . {Elastomers, e.g. rubber (B29C 33/50 takes
precedence)}
. characterised by the shape of the moulding surface,

e.g. ribs, grooves

. {Moulding surfaces provided with a shape to
promote flow of material in the mould cavity}

. {Moulding surfaces provided with means for
marking or patterning (for injection moulding
B29C 45/372)}

. . . {Stampers}

. . . {Fordtering indicia, e.g. data, numbers (for
injection moulding B29C 45/374)}

. with meansfor, or specially constructed to facilitate,

the removal of articles, e.g. of undercut articles

. . {with mechanical gector or drive means therefor}

. . . {for stripping articles from amould core, e.g.
using stripper plates}

. . . . {and using arotating movement to unscrew

articles (in particular in injection moulds
B29C 45/262)}
. {destructible (B29C 33/52 takes precedence;
in particular used in injection moulding
B29C 45/4457)}
. using fluid pressure
. with meansfor collapsing or disassembling
. {cores or mandrels (collapsible mandrels
for shaping tube ends B29C 57/02;
collapsible mandrels for winding and joining

B29C 53/824)}
. eastic {or flexible (for isostatic pressing
B29C 43/3642)}

. {coresor mandrels, e.g. inflatable
(B29C 33/0016 takes precedence; for
winding and joining B29C 53/824;
for supporting articles during joining
B29C 66/634; flexible cores for vulcanizing
tyres B29D 30/0654)}
. soluble or fusible { (in particular used in injection
moulding B29C 45/4457)}

. . . {Cores made of frozen liquids, e.g. ice}

. made of powdered or granular material

. Coatings{, e.g. enamelled, galvanised} ; Releasing,

lubricating or separating agents { (in-mould coating
B29C 37/0028; using or applying separating agents
B29C 37/0067)}
. {Consisting of shell-like structures supported by
backing material}
. Applying the releasing agents
. Releasing, lubricating or separating agents{ (in
general C10M)}
. based on polymers or oligomers
. Silicone
. Cellulose; Derivatives thereof

. Release sheets
. Maintenance
. . {Mould inspection means, e.g. cameras}

. Cleaning { (extruder parts B29C 47/0877; in
general BO8B 7/00)}

. . . {Compositions for cleaning moulds}
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2033/725

2033/727
33/74
33/76

35/00

35/002

2035/005

35/007

35/02

2035/0205
2035/0211

2035/0216
35/0222

35/0227

35/0233
35/0238
35/0244
35/025

35/0255
35/0261

35/0266
35/0272

35/0277

2035/0283

35/0288

35/0294
35/04

35/041
2035/042
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. . . {cleaning by plasma treatment}

. . . {cleaning during moulding}
. Repairing

. Cores (B29C 33/02 - B29C 33/70, { B29C 41/40,
B29C 53/74, B29C 53/82} take precedence)

Heating, cooling or curing, e.g. crosslinking,

vulcanising; Apparatustherefor (moulds

with incorporated heating or cooling means

B29C 33/02; { thermal after-treatment of shaped

articles B29C 71/02} ; curing devices for plastics

dental prostheses A61C 13/14; before moulding

B29B 13/00; chemical aspects C08J 3/00)

. {Component parts, details or accessories; Auxiliary
operations}

. . {Enveloping the material to be cured, e.g. by

helically winding a film around the material}

. {Tempering units for temperature control of
moulds or cores, e.g. comprising heat exchangers,
controlled valves, temperature-controlled circuits
for fluids (B29C 35/0294 takes precedence)}

. Heating or curing, e.g. crosslinking,
vulcanising { during moulding, e.g. in amould}
(coldvulcanisation B29C 35/18; { vulcanising tyres,
presses therefor B29D 30/0601})

. . {Not used}

. . . {resistance heating (B29C 2035/0811 takes

precedence)}

. . . {using Peltier-effect}

. {the curing continuing after removal from the
mould (B29C 35/0233 takes precedence)}

. {using pressure vessels, e.g. autoclaves,
vulcanising pans (B29C 35/065 takes
precedence)}

. . {thecuring continuing after removal from the

moul d}

. . {Presses provided with pressure vessels, e.g.

steam chambers}

. {using fluidised bed}

. . {for articles of indefinite length}

. {using friction}

. . {using ultrasonic or sonic vibrations}

. {Loca curing (for repairing B29C 73/34)}

. {using lost heating elements, i.e. heating means
incorporated and remaining in the formed
article (for preforms with internal stresses
B29C 61/0625; joining using lost heating
elements B29C 65/34; making electrically
conductive articles B29C 70/882)}

. {Apparatus with continuous transport of the
material to be cured (B29C 35/025, B29C 35/06,
B29C 35/10, B29C 35/14 take precedence)}

. {Thermal pretreatment of the plastics material
(thermal after-treatment B29C 71/02)}

. {Controlling heating or curing of polymers during
moulding, e.g. by measuring temperatures or
properties of the polymer and regulating the
process (controlling or regulating chemical,
physical or physico- chemical processesin
general BO1J 19/0006)}

. . {using tempering units for temperature control

of moulds or cores}

. using liquids, gas or steam

. . . {using liquids}

. . . . {other than water}

2035/043
2035/044
35/045
2035/046
2035/047
2035/048
35/049
35/06
35/065
35/08

35/0805
2035/0811
2035/0816
2035/0822
2035/0827
2035/0833
2035/0838
2035/0844
2035/085
2035/0855
2035/0861

35/0866
2035/0872
2035/0877
2035/0883

35/0888

35/0894

35/10

35/12

35/14

35/16

2035/1608
2035/1616
2035/1625
2035/1633
2035/1641
2035/165

2035/1658
2035/1666
2035/1675
2035/1683
2035/1691

35/18

37/00

37/0003

37/0007

37/001

37/0014

37/0017

B29C

{ail}
{mercury}
. . . {using gas or flames}
. . . . {driedair}
. . . . {other than air}
{inert gas}
. . . {using steam or damp}
. . for articles of indefinite length
. . . . {inlong tubular vessels}
. by wave energy or particle radiation
{(B29C 64/00, B29C 71/04 take precedence)}
. . . {using electromagnetic radiation}
. {using induction}
{using eddy currents}
. {using IR radiation}
. {using UV radiation}
. {using actinic light}
. . {using laser}
. {using X-ray}
. {using gamma-ray}
. {using microwave}
. . . . {usingradio frequency}
. . . {using particle radiation}
. . . . {usingion-radiation, e.g. alpha-rays}
. . . . {using electron radiation, e.g. beta-rays}
. . . . {using neutron radiation}
. . . {using transparant moulds}
. . . . {provided with masks or diaphragms}
. for articles of indefinite length
. Dielectric heating
. for articles of indefinite length
. Cooling {(cooling extruded material B29C 47/8815;
cooling preforms for blow moulding B29C 49/6427,
cooling blown articles B29C 49/66; cooling tyres
during post cure inflation B29D 30/0643)}
. . {using Peltier-effect}
. . {using liquids}
. . . {other than water}
.. .. {ail}
.« . . {mercury}
.« . . {liquified gases}
. . {using gas}
. . . {driedair}
. . . {other than air}
. . . . {inert gas}
. . {using gas-liquid mixtures}
. Cold vulcanisation

Component parts, details, accessories or auxiliary
operations, not covered by group B29C 33/00 or
B29C 35/00
. {Discharging moulded articles from the
mould (constructions for removing the articles
B29C 33/44)}
. . {using means operable from outside the mould
for moving between mould parts, e.g. robots}
. . . {combined with means for loading preformsto
be moulded or inserts, e.g. preformed layers}
. . {by flexibly or permanently deforming undercut
portions of the articles}
. . {by stripping articles from mould cores}
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37/0021

37/0025

37/0028

37/0032

2037/0035

2037/0039

2037/0042

2037/0046
37/005

37/0053

37/0057

37/006

37/0064
37/0067

37/0071
37/0075
37/0078

37/0082

37/0085

37/0089

37/0092

37/0096

37/02
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. . . {and using arotating movement to unscrew

articles (in particular used in injection
moulding B29C 45/178)}

. {Applying surface layers, e.g. coatings, decorative

layers, printed layers, to articles during shaping, e.g.
in-mould printing (moulding on preformed layers
asinserts B29C 70/68; applying fluent material to
surfacesin general BO5)}

. . {In-mould coating, e.g. by introducing the coating

material into the mould after forming the article}

. {the coating being applied upon the mould
surface before introducing the moulding
compound, e.g. applying agelcoat (B29C 44/14
and B29C 44/32 take precedence)}

. {the coating being applied as liquid, gel, paste
or the like}

. {the coating being applied in powder or particle
form}

. {the coating being applied in solid sheet form,
e.g. as meltable sheet}

{In-mould printing, in-mould transfer printing}

. {Compensating volume or shape change during

moulding, in general}

. {Moulding articles characterised by the shape of the

surface, e.g. ribs, high polish (mould construction
therefor B29C 33/42; surface shaping of articles
B29C 59/00; by incorporating filler in or near the
surface B29C 70/64)}

. . {Moulding single grooves or ribs, e.g. tear lines

(folding lines B29C 53/06)}

. {Degassing moulding material or draining off

gas during moulding (venting means in moulds
B29C 33/10)}

. . {of reinforced material}
. {Using separating agents during or after moulding;

Applying separating agents on preforms or articles,
e.g. to prevent sticking to each other (separating
agents B29C 33/60)}

. . {Dusting machines}
. . {using release sheets}
. {Measures or configurations for obtaining

anchoring effects in the contact areas between layers
(surface shaping B29C 59/00; B29C 66/02 takes
precedence)}

. . {Mechanical anchoring (B29C 66/303 takes

precedence)}

. . . {by means of openingsin the layers (joining

through openings B29C 66/304)}

. {Sealing devices placed between articles and

treatment installations during moulding or shaping,
e.g. sealing off the entrance or exit of ovens or
irradiation rooms, connections between rooms at
different pressures}

. {Drying moulded articles or half products, e.g.

preforms, during or after moulding or cooling}

. {Trouble-shooting during starting or stopping

moulding or shaping apparatus (B29C 66/872 takes
precedence)}

. Deburring or deflashing (by grinding or

polishing B24B {; thermal deburring in general
B23D 79/005})

37/04

2037/80

2037/90
2037/903
2037/906

2037/92
2037/94
2037/96

B29C

. of welded articles, e.g. deburring or deflashing
in combination with welding { (shaping the burr
B29C 66/32)}

NOTE

Attention is drawn to Note (3) following the
subclasstitle.

. {ldentifying, e.g. coding, dating, marking,
numbering}

. {Measuring, controlling or regulating}

. . {by means of acomputer}

. . {using visualisation means or linked accessories,

€.g. screens, printers}

. {Lubricating}

. {Safety devices}

. {Filters}

Particular shaping techniques, e.g. moulding, joining; Apparatus

therefor
39/00

39/003

39/006
39/02
39/021
39/023
39/025
39/026
39/028
39/04
39/06
39/08

39/10

39/12
39/123
39/126

39/14

39/142
39/144

Shaping by casting, i.e. introducing the moulding
material into amould or between confining
surfaces without significant moulding pressure;
Apparatustherefor (B29C 41/00 takes precedence)
. {characterised by the choice of material}

NOTE

When classifying in this group, it is desirable

to add the indexing codes of subclass B29K

to identify the moulding materials and their
properties. Documents concerning the choice of
moulding materials having a particular influence
on the moulding technique should be classified
inthisgroup if of interest

. . {Monomers or prepolymers (by reaction injection
moulding B29C 67/246)}

. for making articles of definite length, i.e. discrete
articles

. . {by casting in severa steps}

. . . {for making multicoloured articles}

. . . {for making multilayered articles}

. {characterised by the shape of the surface}
. . {having an axis of symmetry}
. using movable moulds (B29C 41/02 takes
precedence) { not applied}
. continuously movable, e.g. dlong a production
line
. Introducing the material into the mould by
centrifugal force
. incorporating preformed parts or layers, e.g.
casting around inserts or for coating articles
{(coating a surface by casting in general
BO5D 1/30, B29C 39/126 takes precedence)}
. Making multilayered or multicoloured articles
{(B29C 39/021 takes precedence)}
. . . {Making multilayered articles}
. . . . {by casting between two preformed layers,
e.g. deformable layers (between two glass
layers B32B 17/10917)}

. for making articles of indefinite length { (by
depositing material on a substrate and stripping off
the shaped article B29C 41/24)}

. . {by casting in serveral steps}

. . . {for making multicoloured articles}
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. {for making multilayered articles}
. {characterised by the shape of the surface}
. between endless belts
. incorporating preformed parts or layers, e.g.
casting around inserts or for coating articles
{(B29C 39/206 takes precedence)}
. Making multilayered or multicoloured articles
{(B29C 39/142 takes precedence)}
. {Making multilayered articles}
. {by casting between two preformed layers,
e.g. deformable layers}
. Component parts, details or accessories; Auxiliary
operations
. Feeding the material into the mould
. Moulds or cores
. {comprising two large plates positioned at a
small distance from each other, e.g. for making
panels}
. with meansto avoid flashes { (B29C 39/30
takes precedence)}
. with meansfor cutting the article
. with joints or the like for making the mould
impervious
for undercut articles
. Remow ng moulded articles
. Heating or cooling
. Compensating volume change, e.g. retraction {(in
general B29C 37/005)}
. {by applying pressure to the casting
composition}
. Casting under special conditions, e.g. vacuum
. Measuring, controlling or regulating

Shaping by coating a mould, core or other
substrate, i.e. by depositing material and stripping-
off the shaped article; Apparatustherefor (with
compacting pressure B29C 43/00{ ; by lay-up of
reinforcement of substantial or continuous length
B29C 70/30})

. {characterised by the choice of material}

NOTE

When classifying in this group, it is desirable

to add the indexing codes of subclass B29K

to identify the moulding materials and their
properties. Documents concerning the choice of
moulding materials having a particular influence
on the moulding technique should be classified
inthisgroup if of interest

. {using an electrostatic field for applying the
material}
. for making articles of definite length, i.e. discrete
articles
. {having hollow walls}
. Rotational or centrifugal casting, i.e. coating the
inside of amould by rotating the mould
. {by rotating amould around its axis of
symmetry (for concrete B28B 21/30)}
. {the axis being placed vertically, e.g. spin
casting}
. {the mould cavity lying totally outside the
axis, e.g. toroidal moulds}
. about two or more axes

41/08

41/085

41/10
41/12

41/14
41/16

41/18

41/20

41/22
41/24
41/26

41/265
41/28
41/30

41/32
41/34

41/36

41/365

41/38
41/383
41/386
41/40
41/42

41/44
41/46
41/48
41/50
41/52

43/00

43/003

43/006

B29C

. Coating aformer, core or other substrate by

spraying or fluidisation, e.g. spraying powder

{(spray-up of reinforcing fibres B29C 70/305)}

. {by rotating the former around its axis of
symmetry}

. by fluidisation

. Spreading-out the material on asubstrate {, e.g.

on the surface of aliquid}

. . Dipping acore {(B29C 41/10 takes precedence)}
. Slip casting, i.e. applying adip or slurry on a

perforated or porous or absorbent surface with the
liquid being drained away

. Slush casting, i.e. pouring moulding material

into a hollow mould with excess material being
poured off

. incorporating preformed parts or layers, e.g.

moulding inserts or for coating articles
. Making multilayered or multicoloured articles

. for making articles of indefinite length
. by depositing flowable material on arotating

drum
. {on theinside of the drum}

. by depositing flowable material on an endless belt
. incorporating preformed parts or layers, e.g.

moulding around inserts or for coating articles
. Making multilayered or multicoloured articles

. Component parts, details or accessories; Auxiliary
operations
. Feeding the material on to the mould, core or

other substrate
. {Construction of spray-up equipment, e.g.

spray-up guns (spraying apparatus in general
BO5SB)}

. Moulds, cores or other substrates

. {with meansfor cutting the article}
. {for undercut articles}
. Cores

. Removing articles from moulds, cores or other

substrates { (B29C 33/444 and B29C 37/0017 take
precedence)}
. Articles of indefinite length

. Heating or cooling

. Compensating volume change, e.g. retraction

. Shaping under specia conditions, e.g. vacuum
. Measuring, controlling or regulating

Compression moulding, i.e. applying exter nal
pressureto flow the moulding material;
Apparatustherefor ({by libertion of internal
stresses B29C 61/006} ; shaping or impregnating by
compression composites comprising reinforcements
other than fibres of short length { B29C 70/12} ;
pressesin general B30B)

. {characterised by the choice of material}

NOTE

When classifying in this group, it is desirable

to add the indexing codes of subclass B29K

to identify the moulding materials and their
properties. Documents concerning the choice of
moulding materials having a particular influence
on the moulding technique should be classified
in thisgroup if of interest

. {Pressing and sintering powders, granules or fibres}
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. of articles of definite length, i.e. discrete articles
{(B29C 35/0227 takes precedence)}
. {characterised by the shape of the surface}

. {having locally depressed lines, e.g. hinges
(single grooves B29C 37/0057; folding lines
B29C 53/06; parting line of the mould parts
B29C 33/005)}

. {having aplurality of grooves}

. . . {forming athreaded surface}
. . . {forming amicrostructure, i.e. fine

patterning}

. . . {having functional projections, e.g. fasteners}
. {having an axis of symmetry (B29C 43/102 takes

precedence)}

. . {using radial compression}
. . {using axial compression along alongitudinal

axis}

. using movable moulds

. {rotating on their own axis without linear
displacement}

. {travelling between different stations, e.g.
feeding, moulding, curing stations}

. continuously movable {in one direction, e.g.
mounted on chains, belts}
. with circular movement {, e.g. mounted on

rolls, turntables}

. . . . {and materia fed in a continuous form,

e.g. as aband}

. Isostatic pressing, i.e. using non-rigid pressure-

exerting members against rigid parts or dies{(in
general B30B 11/001)}

. . {using rigid mould parts specially adapted for

moulding articles having an axis of symmetry}

. . . {themould cavity lying totally outside the

axis of symmetry, e.g. toroidal moulds}

. {using powder material}

. {using deformable metals, e.g. flowable metals,
low melting point eutectic metals, liquified
metals}

. using bags surrounding the moulding
material { or using membranes contacting
the moulding material (B29C 70/44 takes
precedence; flexible cores for vulcanizing tyres
B29D 30/0654)}

. inseverd steps
. . {for making single layer articles (for indefinite

articles B29C 43/26)}

. {by moving asingle mould or the article
progressively, i.e. portionwise}

. {stepwisein avertica direction, i.e. each
time modifying the thickness}

. {using different moulds, i.e. the layer is
compressed in consecutive steps by using
different moulds for each portion of the
article}

. . {for making multicoloured articles}
. . {for making multilayered articles}
. . . {by compressing after the laying of further

material}

. . . . {using different moulds}
. Forging

43/18

2043/181
2043/182

43/183

43/184

2043/185

2043/186

2043/187

2043/188

2043/189
43/20

43/203
43/206

43/22
43/222
43/224

43/226
43/228

43/24

43/245

43/26

43/265

43/28

43/30

43/305
43/32

2043/3205

2043/3211
2043/3216

2043/3222
2043/3227

2043/3233
2043/3238

2043/3244
2043/325
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. incorporating preformed parts or layers,

e.g. compression moulding around inserts

or for coating articles { (B29C 43/206 takes

precedence)}

. . . {encapsulated (outsert moulding B29C 70/74)}

. . . . {completely (completely encapsulating

inserts B29C 70/70)}

. {the preformed layer being alining, e.g. shaped
in the mould before compression moulding, or
apreformed shell adapted to the shape of the
moul d}

. . {shaped by the compression of the material

during moulding}

. {using adhesives (joining using adhesives
B29C 65/48)}

. {hot-melt or heat activated adhesives
(applying molten plastics B29C 65/40;
joining using adhesives B29C 65/48)}

. {pressure activated or pressure sensitive
adhesives}

. {thermosetting adhesives, e.g. polyurethane
adhesives (joining by heating B29C 65/02)}

. . . {the parts being joined}

. Making multilayered or multicoloured articles
{(B29C 43/14 takes precedence)}

. . . {Making multilayered articles}

. . . . {by pressing the materia between two

preformed layers, e.g. deformable layers}

. of articles of indefinite length { (for articles with
reinforcements of substantial or continuous length
B29C 70/50)}

. {characterised by the shape of the surface}

. {bhaving a profiled section, e.g. tubes, rods}

. . {having acorrugated section}

. {using endless belts feeding the material between
non-rotating pressure members, e.g. vibrating
pressure members}

. Caendering

. . {Adjusting calender parameters, e.g. bank

quantity}

. insevera steps (B29C 43/30 takes precedence
{not applied})

. . {for making multilayered articles}

. incorporating preformed parts or layers, e.g.
compression moulding around inserts or for
coating articles

. Making multilayered or multicoloured articles
{(B29C 43/26 takes precedence)}

. . . {Making multilayered articles}

. Component parts, details or accessories; Auxiliary
operations

. . {particular pressure exerting means for making

definite articles (B29C 43/36 takes precedence)}

. . . {magnets}

. {deformable nets, meshes, |attices or fabrics,
e.g. tubular ones}

. {pressurized gas, e.g. air}

. . {inside the material, e.g. gasinjection

compression moulding}

. . {exerting pressure on mould parts}

. {pressurized liquid acting directly or indirectly
on the material to be formed}

. {retraction of an expanded member}

. {screws}
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. . . {springs}
. . . {thermal expansion}
. . . {vibrating tool means}

. {driving means}

. . {for rotatable suports, e.g. carousels, drums}

. . {for moving moulds or mould parts}

. . . {using cam drives}

. . . . {using screw drives}

. Feeding the material to the mould or the
compression means { (B29C 43/085 takes
precedence)}

. . . {using carrying means}

. {mounted onto arms, e.g. grippers, fingers,
clamping frame, suction means}

. {conveyor belts}

. {rollers}

. {hopper, vessel, chute, tube, conveying
screw, for material in discrete form, e.g.
particles, powder, fibres (dispensing from
vessels B29C 31/02)}

. {using dispensing heads, e.g. extruders, placed
over or apart from the moulds (feeding using
dispensing heads B29C 31/042; applying fluent
material for coatings BOSD 1/26; extrusion
coating BO5D 1/265)}

. {moving during dispensing over the moulds,
e.g. laying up (feeding using moving
dispensing heads B29C 31/044; applying
fluent material for coatings BO5D 1/26;
extrusion coating BOSD 1/265)}

. {using pressurizing feeding means located
into the mold, e.g. plungers, pistons (injection-
compression moulding B29C 45/561)}

. {using gas, e.g. air, to transport non liquid
material}

. . {for particles, powder, fibres, e.g. fluidized

or sprayed}

. . {forfoils, sheets, gobs, e.g. floated}

. {using rotating suports, e.g. turntables, drums
(in general B29C 31/065; turntables as movable
moulds B29C 43/08; feeding materialsto
moulding presses B30B 15/302; transfer
turntables B65G 47/80)}

. . {using star wheels comprising arms (transfer

stars B65G 47/84)}

. {centraly fed, e.g. feeding the materia in the
center of the mold turntables (turntables as
movable moulds B29C 43/08)}

. {using band or film carriers}

. . . {uniformly distributed into the mould}
. . . . {using vibrating means}

. Mouldsfor making articles of definite length, i.e.
discrete articles
. {with means for positioning, fastening or

clamping the materia to be formed or preforms

inside the mould (moulds with incorporated

means for positioning inserts B29C 33/14;

positioning articlesin the mould for injection

moulding B29C 45/14065)}

. . {vacuum}

. {with sealing means or the like}

43/361

2043/3613
2043/3615

2043/3618
2043/3621

2043/3623
2043/3626
2043/3628
2043/3631
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2043/3639
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2043/3655

2043/3657
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. {with pressing members independently

movable of the parts for opening or closing the

mould, e.g. movable pistons (transfer moulding

B29C 45/02; injection-compression moulding

B29C 45/561)}

. {applying pressure locally}

. {forming elements, e.g. mandrels, rams,
stampers, pistons, plungers, punching
devices (ram pressing B30B 11/02,

B30B 11/04; forming pocketsin
sheets B65B 47/04; moulding lenses
B29D 11/00413)}

. . . . {plurality of counteracting elements}
. . . . {aplurdity of individua elements acting

on the materia in the same or diferent
directions, e.g. making tubular T-joints,
profiles}

..... {'coupled on a support, e.g. plate}
. . . . {multi-part rams, plungers or mandrels}
. . . . {movinginside abarrel or container like

deeve}

. . . . {moving in aframefor pressing and

stretching; material being subjected to
compressing stretching}

. . . . {having specific surface shape, e.g.

grooves, projections, corrugations}
. {ultrasonically or sonically vibrating, e.g.
sonotrodes}
. {hand operated (forming pockets or
receptaclesin or from sheets, blanks, or webs
B65B 47/04)}

. . {Bags, bleeder sheets or caulsfor isostatic

pressing (flexible cores for vulcanizing tyres

B29D 30/0654)}

. {vacuum bags and related details, e.g. fixing,
clamping (vacuum bagging B29C 70/44;
flexible pressing means B30B 5/02;
membrane press B30B 9/22; applying
pressure through membranes B29C 51/28;
bladders for making tires B29D 30/0601;
vacuum laminating B32B 37/1018)}

. {membranes, diaphragms (vacuum bagging
B29C 70/44; applying pressure through
membranes B29C 51/28; bladders for
making tires B29D 30/0601; vacuum
laminating B32B 37/1018; flexible pressing
means B30B 5/02; membrane press
B30B 9/22)}

. {infatable bladders using gas or fluid and
related details (vacuum bagging B29C 70/44;
flexible moulds B29C 33/50; flexible
pressing means B30B 5/02; membrane
press B30B 9/22; deep drawing membranes
B29C 51/28; bladders for making tires
B29D 30/0601; vacuum laminating
B32B 37/1018)}

. {elastic moulds or mould parts, e.g. cores,
inserts (isostatic pressing B29C 43/10;
mouldsin elastomer B29C 33/405; plastic
cores B29C 33/50)}

. {pressure transmitters, e.g. caul plates,
pressure pads}

. {additional materias, e.g. permeable bleeder
or breather sheets, cloths, blankets}
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. {plates pressurized by an actuator, e.g. ram

drive, screw, vulcanizing presses}
. {confined in a chamber}

. {coresor inserts, e.g. pins, mandrels, sliders}

. {destructible or fusible (moulds for making
articles with holes B29C 33/0033; lost
moulds B29C 33/0016; fusible cores
B29C 33/52; making porous articles
B22F 3/11)}

. {preforms constituing part of the cavity mould

wall}
. {preform constituting a mould half}

. {moulds mounted on rotating supporting

constuctions}

. {on cylindrical supports with moulds or
mould cavities provided on the periphery
(rollers for making indefinite articles
B29C 43/46; turntables presses B30B 11/08,
roller preses B30B 11/006)}

. . . . {opening and closing axialy, i.e. paralléel

to the rotation axis}

. . . . {opening/closing or acting radialy, i.e.

vertical to the rotation axis}

. . . . {opening and closing tangential to the

rotation, i.e. vertical to the rotation axis
and vertical to the radius}
. {on asupport table, flat disk-like tables
having moulds on the periphery (press rams
on turntables B30B 11/08, B30B 9/042)}

. . . . {cooperating with non rotating parts}

. {on rotating star wheels}

. { comprising rollers or belts cooperating with

non-rotating mould parts}

. with means to avoid flashes { (B29C 43/40

takes precedence)}

. with means for cutting the article

. {knife blades}
. {laser cutting means}

. for undercut articles

. {mould parts or sliders being movable
independently from the mould halves for
making undercut portions (collapsible cores
or mandrels B29C 33/485)}

. Compression means for making articles of
indefinite length
. Rollers

. {therollers having specific surface features}

. . . . {smooth surface}
. . . . {corrugated, patterned or embossed

surface}

. . . . {having projections or knives, e.g.

for cutting-out or for forming local
depressions}

. . . . {having one or more cavities, e.g. for

forming distinct products}

. {therallers having specific shape, e.g. non
cylindrical rollers, conical rollers}

. {plurality of rollers arranged in a specific
manner in relation to each other (calender
configuration B29C 43/24)}

. {take-off rollers, i.e. arranged adjacent
amaterial feeding device (caendering
B29C 43/24)}

. Endless belts
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2043/486
43/50
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2043/5015
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2043/585

2043/5858
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. {cooperating with a second endless belt, i.e.
double band presses}
. {cooperating with rollers or drums}

. Removing moulded articles

. {using cores, i.e. the cores forming part of the
mould cavity}

. {having undercuts or being threaded (using
arotating movement to unscrew articles
B29C 33/446)}

. {moving away (collapsible cores or mandrels
B29C 33/485)}

. {using gjector pins, rods}
. {having an annular or tubular shape}

. {using vacuum}

. {using pressurised gas, e.g. air}

. {using means movable from outside the mould
between mould parts}

. {take-off members or carriers for the
moulded articles, e.g. grippers}

. {using belts}
. {using rotary devices, e.g. turntables, carousels

(blow moulding machines B29C 49/36,

B29C 49/4205)}

. {using vibrations means}

. Heatlng or cooling

. {selectively heating a part of the mould to
achieve partial heating, differential heating}

. {at predetermined points for local melting,
curing or bonding}

. {selectively cooling, e.g. locally, on the surface
of the material}

. Compensating volume change, e.g. retraction
. Compression moulding under special conditions,

e.g. vacuum
. {under vacuum conditions (vacuum laminating
B32B 37/1018)}
. {combined with isostatic pressure, e.g.
pressurising fluids, gases}
. { combined with mechanical pressure, i.e.
mould plates, rams, stampers}
. {inaclean sterile environment, e.g. to avoid
contamination}
. {in aspecific gas atmosphere, with or without
pressure}
. {inaliquid, i.e. the moulded parts being
embedded in liquid}
. {inamagnetic or electric field}

. Meawrlng, controlling or regulating { (for bank

adjustment in calendering B29C 43/245)}

. {pressure or compressing force}

. {temperature}

. {dimensions or shape, e.g. size, thickness}

. {movement of moulds or mould parts, e.g.
opening or closing, actuating}

. {for accommodating variation in mould
spacing or cavity volume during moulding
(compensating shrinkage B29C 43/54)}

. {detecting defects, e.g. foreign matter between
the moulds, inaccurate position, breakage}

. {for preventing tilting of movable mould
plate during closing or clamping}

. {gection of moulded articles}
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. {the material feed to the moulds or mould
parts, e.g. controlling feed flow, velocity,
weight, doses}

. . {ensuring cavity filling, e.g. providing

overflow means}

. {using imaging devices, e.g. cameras}

Shaping by internal pressure generated in the

material, e.g. swelling, foaming {; Producing

porousor cellular expanded plastics articles}

. {Avoiding skin formation; Making foams with
porous surfaces}

. for articles of definite length, i.e. discrete articles
. {Foaming unrestricted by cavity walls, e.g.

without using moulds or using only internal
cores}

. {Foaming in open moulds, followed by closing

the moulds}

. {the foaming continuing or beginning when the

mould is opened}

. consisting of at least two parts of chemically

or physically different materials, e.g. having

different densities

. {by regulating the temperature of the mould or
parts thereof, e.g. cold mould walls inhibiting
foaming of an outer layer}

. {by regulating the pressure of the material
during or after filling of the mould, e.g. by
local venting}

. {by density separation}

.. {using arotating mould}

. . {using flotation}

. {by increasing the density locally by
compressing part of the foam while still in the
moul d}

. {by joining the different materials using
compression moulding before the foaming
step}

. {by having different chemical compositions
in different places, e.g. having different
concentrations of foaming agent, feeding one
composition after the other}

. . {provided with physical separators between
the different materials, e.g. separating layers,
mould walls}

.. {by pouring more than one composition into
an open mould}

. {by having different solubility of the foaming

agent}

. {Devicesfor feeding the different materials}

. Making multilayered articles
{(B29C 44/0407 - B29C 44/0492 take
precedence)}

. . . . {comprising at |east one barrier layer}
. using several expanding { or moulding} steps
. . {Increasing the size of the cavity after afirst

part has foamed, e.g. substituting one mould
part with another}

. . . {andfeeding more materia into the enlarged

cavity}

. Applying counter-pressure during expanding
. . {the counterpressure being exerted by afluid}
. Incorporating or moulding on preformed parts,

e.g. inserts, reinforcements
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. {and giving the material during expanding the
shape of a particular article to be supported,
e.g. ahuman body-part}

. {by impregnating a preformed part, e.g. a
porous lining}

. {Anchoring by foaming into a preformed part,
e.g. by penetrating through holes (anchoring
by moulding in general B29C 37/0078; outsert
moulding B29C 45/14344, B29C 70/74)}

. {Foaming between a movable mould part and
the preformed part}

. {Joining preformed parts which have
previously been filled with foam}

. {Joining preformed parts by the expanding
material}

. . {the preformed parts being supported during

expanding}

..... {and having flexible and solid areas}

. . {the preformed parts being concentric

(B29C 44/1233 takes precedence)}

..... {comprising dams or sealing
arrangements}

. {Removing portions of the preformed parts
after the moulding step}

. {Joining a preformed part and alining, e.g.
around the edges}

. . {Avoiding impregnation of a preformed part}

. {the preformed part being completely
encapsulated, e.g. for packaging purposes or as
reinforcement}

. {the preformed parts being partially covered}

. {the preformed parts being three dimensional
structures which are wholly or partially
penetrated by the foam}

. {Internally reinforcing constructional elements,
e.g. beams}

. {the preformed part being foamed}

. {Enhancing adhesion to the preformed part
using an interlayer}

. {Foaming around pipe joints}

. the preformed part being alining
{(B29C 44/1209 takes precedence)}

. {Hiding jointsin the lining}

. {Meansfor positioning the lining in the
mould (in general B29C 33/12)}

. {thelining being alaminate}

. {Shaping the lining before foaming}

. {Applying the foaming resin, moulding
the lining or the like, with the lining turned
inside out}

. . . shaped by the expansion of the material

. Filling preformed cavities { (B29C 44/1204
takes precedence)}

. {Filling unsupported soft shells having a
particular shape}

. {Filling flexible bags not having a particular
shape}

..... {the components being kept apart in
different containers within the bag, and
mixed upon rupture of the containers
(B29C 44/184 takes precedence)}

..... {and inserting the bags into preformed
cavities}
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44/185

44/186

44/187

44/188

44/20

44/203

44/206

4422

44/24

44/26

44/28

44/285

44/30

44/302
44/304
44/306

44/308
44/32

44/321

44/3215
44/322

44/324

44/326

44/328

CPC - 2017.08

..... { Starting the expansion after rupturing

or dissolving the bag}

. {Filling multiple cavities (B29C 44/181,
B29C 44/182 and B29C 44/188 takes
precedence)}

. {Filling faulty voidsin the foam}
{Sealing off parts of the cavities}

. for articles of indefinite length
. {Expanding the moulding material in avertica

channel}

. {Using expandable particles or beads as starting

material}

. consisting of at least two parts of chemically

or physically different materias, e.g. having
different densities
. Making multilayered articles

. using several expanding steps
. Expanding the moulding material on continuous

moving surfaces { without restricting the upwards
growth of the foam}

. . {Rising trough lateral side members, e.g.

following the foam expansion}

. Expanding the moulding material between

endless belts or rollers { (B29C 44/203 takes
precedence)}

. . {Expanding the moulding material in flexible

endless moulds}

. . {Adjusting the belt or roller pressure}

. . {Longitudinally shaping, e.g. the belt}

.. {Thickness separators and side seals}

. Incorporating or moulding on preformed parts,

e.g. linings, inserts, reinforcements
WARNING

Group B29C 44/32 isimpacted by
reclassification into groups B29C 44/32,
B29C 44/321, B29C 44/3215, B29C 44/329,
B29C 44/332, and B29C 44/334.

All groups listed in this Warning should be
considered in order to perform a complete
search.

. {the preformed part being alining, e.g. afilm
or asupport lining}

WARNING

Group B29C 44/321 isincomplete pending
reclassification of documents from group
B29C 44/32.

Groups B29C 44/32 and B29C 44/321
should be considered in order to perform a
complete search.

. . {Folding devicesfor the lining}

. {the preformed parts being elongated inserts,
e.g. cables}

. . {the preformed parts being tubular or folded

to atubular shape}

. {Joining the preformed parts, e.g. to make flat
or profiled sandwich laminates}

. {the foamable components being mixed in the
nip between the preformed parts}

44/329

44/332

44/334

44/34

44/3402

44/3403

44/3407

44/3411
44/3415
44/3419
44/3423

44/3426
44/343

B29C

. {the preformed parts being partially embedded}
WARNING

Group B29C 44/329 isincomplete pending
reclassification of documents from group
B29C 44/32.

Groups B29C 44/32 and B29C 44/321
should be considered in order to perform a
complete search.

. {the preformed parts being three-dimensional
structures}

WARNING

Group B29C 44/332 isincomplete pending
reclassification of documents from group
B29C 44/32.

Groups B29C 44/32 and B29C 44/332
should be considered in order to perform a
complete search.

. {Filling the preformed spaces or cavities}
WARNING
Group B29C 44/334 isincomplete pending

reclassification of documents from group
B29C 44/32.

Groups B29C 44/32 and B29C 44/334
should be considered in order to perform a
complete search.

. Auxiliary operations
WARNING
Group B29C 44/34 isimpacted by

reclassification into groups B29C 44/34 and
B29C 44/3402.

Groups B29C 44/34 and B29C 44/3402 should
be considered in order to perform a complete
search.

. {Details of processes or apparatus for reducing
environmental damage or for working-up
compositions comprising inert blowing agents or
biodegradable components}

WARNING

Group B29C 44/3402 isincomplete pending
reclassification of documents from group
B29C 44/34.

Group B29C 44/32 and B29C 44/3402 should
be considered in order to perform a complete
search.

. {Foaming under special conditions, e.g. in sub-
atmospheric pressure, in or on aliquid}
.. {Vacuum extrusion using underwater
barometric leg}
. {Relieving stresses}
. . {Heating or cooling}
. . . {Quick cooling}
. {by using a heated or cooled preformed part,
e.g. in the mould}
. {Heating by introducing steam in the mould}
.. {by using pipesto direct the steam inside the
mould}

11



Particular shaping techniques, e.g. moulding, joining; Apparatus therefor

44/3434

44/3438

44/3442

44/3446

44/3449

44/3453

44/3457

44/3461
44/3465

44/3469
44/3473
44/3476
44/348

44/3484
44/3488
44/3492
44/3496

44/35
44/351

44/352

44/353

44/354

44/355

44/356

44/357

44/358

44/36

44/362

44/365

441367

44/38

44/381

44/383

44/385

44/386

44/388

CPC - 2017.08

. . . . {byusing ashest, grid, etc. to distribute the

steam in the mould}

. {Bursting the cell walls by a sudden pressure
release}

. {Mixing, kneading or conveying the foamable
material (mixing plastics B29B 7/00; mixing in
general BO1F)}

. . {Feeding the blowing agent}

. . . {through the screw}

. . . {Feeding the blowing agent to solid plastic

material}

. . . {Feeding the blowing agent in solid form to

the plastic material}

. {Making or treating expandable particles}

. . {by compressing particlesin vacuum, followed

by expansion in normal pressure}

. {Cdll or pore nucleation}

. . {by shearing forces}

. . {by, eg. compression stress}

. . {by regulating the temperature and/or the
pressure, e.g. suppression of foaming until the
pressureis rapidly decreased}

. {Stopping the foaming reaction until the material

is heated or re-heated}

. {Vulcanizing the material before foaming}

. {Expanding without a foaming agent}

. . {Thefoam being compressed and later released

to expand (B29C 44/3465 takes precedence)}
. {Component parts; Details or accessories}

. {Meansfor preventing foam to leak out from
the foaming device during foaming}

. {Meansfor giving the foam different
characteristicsin different directions}

. {Meansfor guiding the foaming in, e.g. a
particular direction}

. {Meansto prevent or reduce the effect of
shrinking of the foamed article}

. {Characteristics of the foam, e.g. having
particular surface properties or structure}

. . . . {having aporous surface}
. . . . {Auxetic foams, i.e. material with negative

Poisson ratio; anti rubber; dilatational; re-
entrant}

. . . . {Foamed of foamable fibres}

. Feeding the material to be shaped
{(B29C 44/0492 takes precedence)}
. {Regulating the feed w.r.t. the foam layer
thickness}
. {using elongate feed conduits provided with
throttle devices}
. {using spray nozzles}
. into aclosed space, i.e. to make articles
of definite length {(B29C 44/365 and
B29C 44/367 take precedence)}
. {Spreading the foamable material in
the mould by pressing the mould halves
together}
. {using spreading devices mounted in the
mould, in front of the feed opening}
. {using manifolds or channels directing the
flow in the mould}

..... {using amovable, elongate nozzle, e.g. to

reach deep into the mould}
. {into moving moulds}

44142

44/421

44/422

44/424
44/425

44/427

44/428

44/445

44/46

44/461

441462
44/464
44/465
44/467
44/468

44/485

44/50

B29C

. by gravity, e.g. by casting
. using pressure difference, e.g. by injection,
by vacuum

. . . . {by plastizising the material into a shot

cavity and injecting using a plunger}

. . . . {byinjecting by forward movement of the

plastizising screw}

. . . . {Details of machines}
..... {VValve or nozzle constructions; Details

of injection devices}

...... { having several injection gates}
. . . . {Mould constructions; Mould supporting

equipment}
. {in solid form}

. . . . {intheform of expandable granules,

particles or beads}

. into an open space or onto moving surfaces,

i.e. to make articles of indefinite length
{(B29C 44/365, B29C 44/367 take
precedence)}

. . . {dispensing apparatus, e.g. dispensing

foaming resin over the whole width of the
moving surface}

. . . . {provided with pre-foaming devices}
. . . . {using centrifugal force}
. . . . {with adjustable die gap}

. {Foam spreading or levelling devices}

. {inaplurality of parallel streams which unite
during the foaming}

. by gravity, e.g. casting onto, or between,
moving surfaces { (B29C 44/468 takes
precedence)}

. . . . {themateria being spread in the nip of

two cooperating rollers}
. using pressure difference, e.g. by extrusion,
by spraying { (B29C 44/468 takes
precedence)}

WARNING

Group B29C 44/50 is impacted by
reclassification into groups B29C 44/50,
B29C 44/505, and B29C 44/507.

Groups B29C 44/50, B29C 44/505, and
B29C 44/507 should be considered in
order to perform a complete search.

. . . . {extruding the compound through aflat

die (in general B29C 47/0009)}
WARNING

Group B29C 44/505 is incomplete
pending reclassification of documents
from group B29C 44/50.

Groups B29C 44/505 and B29C 44/50
should be considered in order to
perform a complete search.
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44/507 . . . .. { extruding the compound through an
annular die (in general B29C 47/0009)}
WARNING
Group B29C 44/507 isincomplete
pending reclassification of documents
from group B29C 44/50.
Groups B29C 44/507 and B29C 44/50
should be considered in order to
perform a complete search.

44/52 ... .. between moving surfaces

44/54 . intheform of expandable particles or beads

44/56 . After-treatment of articles, e.g. for altering the

shape

44/5609 . {Purging of residua gas, e.g. noxious or

explosive blowing agents}

44/5618 . {Impregnating foam articles}

44/5627 . {by mechanical deformation, e.g. crushing,

embossing, stretching}

44/5636 . . . . {withtheaddition of heat}

44/5645 . . . . . {Differential deformation by differential

heating}

44/5654 . {Subdividing foamed articles to obtain
particular surface properties, e.g. on multiple
modules}

44/5663 . {by perforating the foam, e.g. to open the
cells}

44/5672 . {by stretching the foam, e.g. to open the
cells}

44/5681 . . . {Covering the foamed object with, e.g. a

lining}

44/569 . . . {Shaping and joining components with

different densities or hardness}

44/58 . Moulds

44/581 . {Closure devices for pour holes}

44/582 . {for making undercut articles}

44/583 . {for making articles with cavities}

44/585 . {with adjustable size of the mould cavity}

44/586 . {with acavity increasing in size during

foaming}

44/587 . {with amembrane, e.g. for pressure control}

44/588 . {with meansfor venting, e.g. releasing foaming

ges}

44/60 . Measuring, controlling or regulating

44/605 . . . {Cdlibration following a shaping operation, e.g.

extrusion}

45/00 Injection moulding, i.e. forcing the required
volume of moulding material through a nozzle
into a closed mould; Apparatustherefor (injection
blow-moulding B29C 49/06)

45/0001 . {characterised by the choice of material}

NOTE
When classifying in this group, it is desirable
to add the indexing codes of subclass B29K
to identify the moulding materials and their
properties. Documents concerning the choice of
moulding materials having a particular influence
on the moulding technique should be classified
inthisgroup if of interest

45/0003 . {of successively moulded portionsrigidly joined to

each other}
CPC - 2017.08

45/0005
2045/0006

2045/0008
2045/001
2045/0012
45/0013
2045/0015
45/0017

2045/0018
2045/002
2045/0022
2045/0024
45/0025
2045/0027
2045/0029
2045/0031
2045/0032
2045/0034
2045/0036
2045/0037

2045/0039

