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Description

[0001] This invention pertains to methods and appa-
ratus for accurately weighing mail pieces or other articles
in motion ("on the fly"), and in the case of mail pieces,
ensuring that proper postage is paid to the postal service
that delivers the mail.

Copyright Notice

[0002] © 2007-2012 RAF Technology, Inc. A portion
of the disclosure of this patent document contains mate-
rial which is subject to copyright protection. The copyright
owner has no objection to the facsimile reproduction by
anyone of the patent document or the patent disclosure,
as it appears in the European Patent Office patent file or
records, but otherwise reserves all copyright rights what-
soever.

Background of the Invention

[0003] Postal services, and in particular, the US Postal
Service, charge for delivery of mail pieces by their weight,
among other criteria. In general, the heavier the mail
piece, the more is charged. While this may be a problem
with individual private persons, for political reasons the
US Postal Service (and others) does not generally target
individual mail pieces that may be slightly overweight.
Bulk mailers, however, who may mail thousands of piec-
es at a time, sometimes intermix heavier mail pieces with
lighter ones and put the postage appropriate for the light-
er pieces on every piece. This can occur, for example,
when a bank mails out its customer statements. Most
statements contain a few sheets and easily fit under the
one ounce cut-off, but some of them contain many sheets
and are overweight. Very often the banks do not put prop-
er postage on the heavier pieces.
[0004] Audits, sometimes run by manually weighing
suspect mail pieces, indicate that the US Postal Service
loses many millions of dollars each year because of this
practice. Because current methods of weighing mail piec-
es are either too slow for existing sorting machines or
require individual or a set of mail pieces to be weighed
manually, postal services have not devised methods for
ensuring proper postage on each mail piece. It is impor-
tant to remember that postage applies to each mail piece,
not to the average weight within a set of mail pieces. As
a result, a set of mail pieces whose average weight is
under the limit may still contain many mail pieces that
are individually too heavy and require greater postage.
A method and apparatus for detecting and separating
out overweight letters is described in US-A-3648839.

Summary of Preferred Embodiments

[0005] The following is a summary of the invention in
order to provide a basic understanding of some aspects
of the invention. This summary is not intended to identify

key/critical elements of the invention or to delineate the
scope of the invention. Its sole purpose is to present some
concepts of the invention in a simplified form as a prelude
to the more detailed description that is presented later.
[0006] One aspect of this disclosure is directed to tech-
niques for differential torque sensing. Differential torque
sensing is employed so as to maximize the sensing pow-
er of servo motors in applications that have a wide torque
range. By a wide torque range, we mean a range far in
excess of the range of the servo motor itself. In such
situations, the torque (or more precisely, a torque im-
pulse) of the servo motor cannot be used to directly meas-
ure mass of an article.
[0007] In one embodiment, a transmission is provided
to sum a constant, relatively larger torque provided by a
primary drive motor and a smaller, variable torque pro-
vided by a servo motor, to form an output torque for driv-
ing a mechanical assembly such as a conveyor belt. A
relatively small change in mass of the system causes a
perturbation from ambient operating speed. The servo
motor, under control of a servo amplifier quickly adjusts
the secondary, variable torque to return the system to
the ambient operating speed. In this way, the servo motor
torque, acquired and stored from a servo amplifier can
be used to accurately sense the change in mass of the
system. One application is directed to weighing a parcel
as it moves along a conveyor belt, where the conveyor
is driven by the transmission output torque.
[0008] Additional aspects and advantages of this in-
vention will be apparent from the following detailed de-
scription of preferred embodiments, which proceeds with
reference to the accompanying drawings. The invention
is a system as defined in claim 1 and a method as defined
in claim 10.

Brief Description of the Drawings

[0009]

FIG.1 is a simplified electrical schematic diagram il-
lustrating one embodiment of a system for weighing
articles on the fly.
FIG. 2 is a mechanical drawing in top view of an
article transport apparatus including a weigh station
in accordance with one embodiment of the present
invention.
FIG. 3 is a mechanical drawing in top view showing
greater detail of the weigh station of Fig. 2.
FIG. 4A comprises top view and cross-sectional
views of an adjustable pinch roller assembly for use
in the transport apparatus of Fig. 2.
FIG. 4B is a cross-sectional side view of a pivot roller
assembly of a type useful in the weigh station of Fig.
2.
FIG. 4C is a side view of a pancake motor mounting
in the article transport apparatus of Fig. 2.
FIGS. 5-6 are mechanical drawings in top view illus-
trating a procedure for replacing a pancake motor
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with a precision servo motor in the assembly of Fig. 2.
FIG. 7 is a side view illustrating a precision servo
motor installed below a transport deck of a transport
assembly with a sleeved hub installed for engaging
an article moving through the transport assembly.
FIGS. 8A and 8B are oscilloscope traces of servo
motor torque measurements taken in a development
prototype weighing system in accordance with one
aspect of the present invention.
FIG. 9A is a top plan view of a transport assembly
of a second embodiment of an in-line weighing ap-
paratus in a non-weighing state.
FIG. 9B is a top plan view of the transport assembly
of FIG. 9A in a weighing state.
FIG. 10A is an exploded, perspective view of the
transport assembly of FIG. 9A.
FIG. 10B is an assembled, perspective view of the
transport assembly of FIG. 9A.
FIG. 11A is a top plan view of a transport assembly
of a third embodiment of an in-line weighing appa-
ratus in a non-weighing state.
FIG. 11B is a top plan view the a transport assembly
of FIG. 11A in a weighing state.
FIG. 11 C is an exploded, perspective view of the
transport assembly of FIG. 11A.
FIG. 11D is an assembled, perspective view of the
transport assembly of FIG. 11A.
FIG. 12 is a simplified electronic system diagram of
a dual-servo controlled in-line weighing apparatus in
the context of a mail sorting system.
FIG. 13 is a side view of an embodiment of a dual-
servo in-line weighing apparatus.
FIG. 14 is a top plan view the weighing apparatus of
FIG. 13.
FIG. 15 is an enlarged top view taken along line
15-15 of FIG. 13 showing drive linkage detail of the
weighing assembly of the weighing apparatus of FIG.
13.
FIG. 16 is a perspective view of the weighing assem-
bly with the deck shown in phantom.
FIG. 17 is a perspective view of a tension arm stand-
ing alone.
FIG. 18 shows sample measurement waveforms to
illustrate an example of weighing "on the fly" at a
typical bar code sorter system transport belt speed.
FIG. 19 shows a simplified side view diagram of a
parcel conveyor system.
FIG. 20 is a simplified block diagram of an electro-
mechanical system coupled to the accelerator con-
veyor of FIG. 19.
FIG. 21 illustrates an epicyclical gearing assembly.
FIG. 22 is a simplified perspective view showing de-
ployment of an epicyclical gearing assembly to im-
plement a transmission function in the electro-me-
chanical system of the type illustrated in FIG. 20.
FIG. 23 is a simplified block diagram of an alternative
embodiment of an electro-mechanical system cou-
pled to the accelerator conveyor of FIG. 19.

Detailed Description of Preferred Embodiments

[0010] Turning now to Fig. 1, a simplified electrical
schematic diagram is shown illustrating one embodiment
of a system for weighing articles on the fly. In Fig. 1, a
servo motor 110 is driven by a variable power supply 120
which is coupled to a power source 122. In operation,
current flows through the motor to ground 124. A speed
sensor (not shown) is coupled to the motor 110 to provide
a speed feedback signal 126. Various sensors can be
used such as shaft encoders, optical sensors, etc. to ac-
curately monitor speed or rotation of the motor 110. The
speed feedback signal is provided to an error amplifier
128, such as an op-amp, which compares the current
speed to a predetermined input speed setting 130. An
error signal 132 related to the difference between the two
inputs is input to the power supply 120 to control the
motor current through 110 so as to maintain the motor
speed at the speed setting 130 in the steady state. A
change in the load on the motor, however, will result in
a transient in the motor torque indicative of that change
in loading. That transient torque level may be captured
as a proxy indicative of an impulse applied to the article.
[0011] Still referring to Fig. 1, the motor torque is mon-
itored and a motor torque signal 140 related to the mon-
itored torque level, for example a digital stream of sam-
ples, is input to a processor 142. This is not necessarily
a stand-alone processor, but it may be any programma-
ble digital processor, or a software component arranged
to implement the described functionality on a dedicated
processor or as part of a larger system. Article sensors
144, for example optical sensors (photodiodes, etc.), de-
tect when each article of interest enters and leaves the
weigh station, as further explained below with reference
to other figures. A calibration data store 148 stores cali-
bration data, which can include steady-state or "no load"
measurements, taken when no article is present, as well
as data taken from measurement of articles having
known mass. This data is used by the processor 142 to
determine the article weight, and the result is output, for
example displayed, printed, or stored in digital file, as
indicated at 150 in the drawing.
[0012] Fig. 2 is a mechanical drawing in top view of a
belt-driven article transport apparatus. In operation, arti-
cles move from right to left in the drawing, from a first
transport section, into a second transport section (where
a weigh station will be implemented as described below),
and thence to a third or output transport section on the
left. Fig. 3 is a mechanical drawing in top view showing
greater detail of the second transport section of the ap-
paratus of Fig. 2. Referring to Fig. 3, articles enter from
the right through a variable pinch roller pair, past a first
photo sensor, between a pair of fixed non-friction guides,
and into a first motor assembly. The first photo sensor,
together with second and third photo sensors described
below, generally correspond to the article sensors 144
of Fig. 1. The first motor assembly comprises a motor
driven hub, and an opposing spring-loaded pinch roller
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mounted on a pivot arm, controlled by a solenoid (not
shown), for controllably moving the opposing roller into
contact or near contact with the said hub so as to form a
pinch roller pair for engaging the moving article. The first
motor operates at the same speed as the belt-driven first
transport section to normalize the speed of the article for
articles of different lengths. Accordingly, each article en-
ters the second transport section at the same speed. The
actual or absolute value of that speed is not critical for
present purposes. In contradistinction to prior art, the
present system does not rely on speed measurements.
[0013] A second photo sensor detects movement of
the article from the first section into the second section.
The second section comprises a second motor assem-
bly, similar to the first section. However, in accordance
with the present invention, the second section is modified
by replacing the common DC brush motor with a precision
servo system further described below. Fig. 4A comprises
top view and cross-sectional views of one example of an
adjustable pinch roller assembly for use in the transport
apparatus of Fig. 2. Fig. 4B is a cross-sectional side view
of a pivot roller assembly of a type useful in the weigh
station of Fig. 2. Fig. 4C is a side view of a pancake motor
mounting in the article transport apparatus of Fig. 2.
[0014] Figs. 5-6 are mechanical drawings in top view
illustrating a procedure for replacing a pancake motor
with a precision servo motor in the assembly of Fig. 2.
The Teknic model M-2330 motor is just an illustrative
example of such a servo motor. Other precision motors
can be used and should be considered equivalents. FIG.
7 is a side view illustrating a precision servo motor in-
stalled below a transport deck of a transport assembly
with a sleeved hub installed for engaging an article mov-
ing through the transport assembly. Now we assume
such modifications have been done, as described in the
drawing, so that the second section motor assembly now
employs a servo system in lieu of the pancake type motor
used in the first and third transport sections. A third photo
sensor detects movement of the article from the second
section into the third section. The third transport section
(see FIG. 2) re-establishes the article speed to the system
belt speed after weighing.
[0015] Accordingly, in one embodiment, a transport
mechanism (first section) projects an article at some in-
itial velocity into the measuring apparatus. For example,
in mail piece handling, a belt driven transport mechanism
is commonplace. That velocity is known to the system
itself (for such things as spacing the articles along their
route), but its value is not important and indeed is neither
calculated nor used in the process of weighing the article.
This ignorance by the weighing mechanism of the initial
velocity of the article is material, since much of the prior
art measures mass by calculating the difference between
initial and final velocities of the article. Since the initial
velocity is not provided to the weighing apparatus, such
approach is precluded.
[0016] In one embodiment (see below for others) the
article then enters a measuring apparatus which pinches

the article between two rollers. In the illustrative example
in the drawings, the "measuring apparatus" generally cor-
responds to the second transport section, also referred
to as a weigh station. The measuring apparatus has been
commanded to output the article at a second velocity
(which may be higher or lower than the input velocity).
This corresponds to the speed setting 130 of Fig. 1. The
pinch rollers are driven by a servo mechanism (see Fig.
1) that measures the angular velocity of a motor that
drives one of the rollers, compares it to the desired an-
gular velocity (at which the article would be moving at
the ordered output velocity), and supplies sufficient
torque to achieve the desired final angular velocity. The
specific profile of intermediate velocities ordered for or
achieved by the system are unimportant, though the pro-
posed system includes devices that accelerate and then
decelerate the article (or the other way around) so that
its final velocity may be the same as its initial velocity.
So, for example, the weigh station may first accelerate,
and then decelerate the article, arriving at the same ve-
locity as the initial velocity, but gathering torque data in
the meantime.
[0017] The solenoids that operate the pinch roller pivot
arms are controlled so that, while an article is in the sec-
ond section (weigh station), as detected by the photo
sensors, the first and third transport section rollers are
withdrawn from the motor hubs so that the weigh station
pinch roller assembly supports the article. In this way,
acceleration and deceleration of the article are accurately
reflected in the servo loop that drives the weigh station
servo motor.
[0018] It is important to state that it does not matter
what that final angular velocity is. Unlike prior system,
such as those disclosed on U.S. Patents 7,096,152 or
3,648,839, the proposed system makes no absolute
measurements at all. It works on calibration of torque,
not absolute measurements of motor current or velocity.
[0019] The application of a precision instrument grade
servo system to the problem of weighing mail pieces or
parcels while they are moving at a high speed enables
multiple approaches to mass calculation. In a preferred
embodiment, the servo mechanism is in continuous com-
munication and control of all of the moving roller system
components prior to introduction of the item to be
weighed. In this way a state of nominal motion or equi-
librium can be established and related to the zero state
of the scale. (Recall zero state data can be stored in data
store 148 of Fig. 1.) Upon introduction of the subject ar-
ticle (which may be a mail piece, a parcel, or other object),
this equilibrium is disturbed.
[0020] The servo mechanism, by way of electronic and
mechanical feedback loops, rapidly responds by injecting
correcting signals to re-establish the nominal motion
state. By measuring the error-correcting signals gener-
ated by the servo system and scaling by a calibration
factor, a mass calculation can be made. Other methods
of using servo data are described later.
[0021] Since much of the prior art discusses calculating
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the weight (mass) of the articles, it bears mentioning here
that the proposed system can work quite well with no
actual calculation of article mass at all. All that really mat-
ters is the comparison of the mass-related property of
the article to the mass-related properties of one or more
calibration articles. Experimental data from a prototype
is discussed later.
[0022] Other embodiments include but are not limited
to the following:

• Maintaining a state of angular momentum associat-
ed with the nominal zero state and then measuring
the incremental torque required to re-establish the
velocity of the nominal zero state but now including
an incremental mass (e.g. a mail piece).

• Maintaining a nominal zero state of motion with an
associated constant torque and then measuring the
difference in angular displacement of the rotating
components when an incremental mass is intro-
duced. The difference in angular displacement is
compared between the zero and the loaded state
over equal and fixed time intervals or over intervals
whose ratio is known to the system.

• Maintaining a nominal zero state of motion with an
associated constant torque and then comparing the
time differential required to attain a fixed displace-
ment.

• Introducing an acceleration command and then
measuring the torque differential required to main-
tain that acceleration.

[0023] The normal friction forces on the motor and roll-
er system will introduce a negative acceleration on the
system mass if a sustaining torque does not counter it.
Since the friction force is constant, when an incremental
mass is introduced, the system will have a different ac-
celeration in the absence of a sustaining torque. Since
the friction force is constant, the differential acceleration
would tend to be smaller for a larger mass. Therefore the
torque required to maintain the velocity of the now in-
creased system mass would also be different. We can
measure this incremental torque and compare with that
of the zero state of the system and also with a calibration
factor to scale the measurement.
[0024] Non-linear relationships between the mass-re-
lated property of the article and the measured property
are also envisioned by the proposed system. In such a
case sufficient calibration is required as to adequately
define the relationships. It is not a requirement in every
embodiment that the article be propelled by a transport
mechanism. It can for example, be self-propelled. In one
embodiment, the object is a truck which moves at some
measured velocity into the weighing apparatus. One pos-
sible system use is sorting the objects, such as mail piec-
es, into bins based on their determined weight (though
this sortation is not a requirement of the proposed sys-
tem). Another use may be to assess taxes based on ve-
hicle weight (for, say, a truck).

[0025] FIG. 9A is a top plan view of a transport assem-
bly of a second embodiment of an in-line weighing ap-
paratus in a non-weighing state. This type of transport
assembly may be integrated along a transport track of
an automatic mail piece sorter machine, or the like, or
may be implemented in a stand-alone weighing machine.
In general, a mail piece 900 travels from left to right in
the drawing. In FIG. 9A the mail piece 900 is engaged
between main transport belts 910 and 902 which move
synchronously at a predetermined system transport
speed. This may be, for example, approximately 150 or
160 inches per second. Belt 902 may be driven and or
guided by rollers 904, 906 etc. The left transport belt 910
may be driven and or guided by rollers marked A, B and
C for reference.
[0026] The left transport belt 910 /902 conveys the mail
piece 900 into a weighing station 950, further described
below. After weighing, the mail piece proceeds to exit the
weighing station 950 by engagement in between right
transport belt 918 and belt 902, again moving at the sys-
tem transport speed. The right belt 918 is guided and or
driven by rollers F, G and H as shown. These various
belts are shown also in an exploded view in FIG. 10A. In
the weighing station 950, the mail piece 900 changes
speed, perhaps more than once, but it does not stop.
This example has the advantage of maintaining a two-
sided pinch to control mail pieces as they travel through
the system.
[0027] Turning now to the weighing station 950 in FIG.
9A, a front weigh belt 960 is shown, driven by a motor
966 around a series of guide rollers L, M, N and O. The
front weigh belt 960 is spaced apart from the mail piece
900 in the non-weighing state shown in FIG. 9A. A rear
weigh belt 940 is entrained on a series of guide rollers,
generally as indicated, so that belt 940 also is spaced
apart from the path of the mail piece 900 in this non-
weighing state. The weigh belts 940, 960 are spaced
apart from the transport belts 902, 910, 914, 918 in the
dimension into the page, so they do not conflict, as seen
in the exploded view of FIG. 10A. ("Front" and "rear" are
arbitrary labels in this description.)
[0028] FIG. 9B is a top plan view of the transport as-
sembly of FIG. 9A in a weighing state. In this state, the
mail piece 900 has entered the weigh station 950. The
mail piece is disengaged from the transport belts as the
transport belts are repositioned into a weigh state spaced
apart from the mail piece. To do so, guide rollers C,D,E
and F are moved up as shown by the small arrows in
FIG. 9B. Consequently, belts 910, 914 and 918 do not
contact the mail piece at this time. Rather, the mail piece
is now in contact with the rear weigh belt 940. In the lower
portion of the drawing, the lower transport belt 902 is not
affected. Rather, in the weigh state, the front weigh belt
960 is repositioned to contact the mail piece, so that the
mail piece is gripped in between the front and rear weigh
belts only. To reposition the front weigh belt guide rollers
M and N are moved upward, as indicated by the small
arrows in the drawing. The belt 960 thus moves the mail
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piece temporarily off of the transport belt 902 as further
explained below.
[0029] The weigh belts are synchronized to the same
speed, for example 250 inches per second, which rep-
resents acceleration from the transport belt speed (150
ips in the example). The particular speed of 250 ips is
not critical, but the selected speed must be a significant
change from the transport belt speed, in order to achieve
good accuracy and resolution in the weighing process.
The weigh belts should be coupled to a precision servo
motor so that motion of the weighing belts translates to
a corresponding rotation of the motor, and vice versa. In
other words, there should be little or no slippage between
the servo motor and the weighing belts. A separate motor
may be coupled to each belt, as long as the motors and
respective belts are synchronized, or a single motor may
be used. Two motors are shown in the illustrated embod-
iment.
[0030] An example of a suitable servo motor is com-
mercially available Teknic model M-2330. This is an in-
strument grade, brushless AC servo motor with integrat-
ed encoder. Peak torque is approximately 160 ounce-
inches. Other precision motors can be used and should
be considered equivalents. A high power density motor
is preferred for building a weighing system into a confined
space. The shaft encoder may provide, for example, on
the order of 4,000 to 8,000 counts per revolution.
[0031] As mentioned, FIG. 10A is an exploded view of
the transport assembly of FIG. 9A. In this view, a motor
946 drives the rear weigh belt 940. A second motor 966
drives the front weigh belt 960. A second ("lower") set of
front and rear weigh belts, 964 and 944, respectively, are
shown below the transport belts 902 etc. These operate
in the same manner as the upper weigh belts 960, 940
as described. They should be synchronized to the upper
weigh belts, and may share common drive and control
elements. This may be termed an interleaved belt sys-
tem, in that the weigh belts are above and below the
transport belts.
[0032] FIG. 10B is an assembled, perspective view of
the transport assembly of FIG. 9A. Here is can be seen
that the upper weigh belts (940,960) are located above
the transport belts, and the lower weigh belts (are located
below the transport belts. All three pairs of belts are sized
and spaced for engaging the mail piece 900 -shown in
dashed lines -at the appropriate times.
[0033] In operation of the assembly of FIGS. 9 and 10,
a mail piece 900 is conveyed from left to right (FIG. 9A),
initially by the transport belts. The intake transport belts
are moving at a predetermined initial velocity, for exam-
ple the system transport speed in a sorter system, and
thus the mail piece enters the weigh station at that initial
velocity. Since the mail pieces may vary in length, for
example from 5 inches to 11.5 inches, short pieces would
otherwise slow down before they hit the main rollers
(weigh station) and produce a erroneous reading. To
avoid that result, the first pair of belts maintains the ve-
locity of these pieces, and then releases just as the piece

reaches the main rollers.
[0034] Accordingly, when the mail piece arrives in the
weigh station 950 (as detected, for example, by photo
sensors described later), the piece is released from the
transport belts, and substantially immediately gripped in
the upper and lower weigh belts (FIG. 9B), by the actions
described above. This process may be enabled by a con-
trol system similar to the one described below.
[0035] In the weigh station, the piece may be acceler-
ated and or decelerated by the servo motor as discussed
earlier to accomplish a weighing operation. The weigh
belts thus change speed to make the measurement; the
transport belts preferably operate at constant speed. The
piece then exits the weigh station, continuing to move
from left to right in FIG. 9, essentially by reversing the
above actions. That is, the assembly switches from the
weigh state back to the non-weigh state. The weigh belts
are disengaged from the mail piece, and substantially
immediately the transport belts re-engage the mail piece.
The mail piece may be restored to the initial velocity. In
this way, a series of mail pieces may move through the
weighing station, and be weighed "in-line" without affect-
ing a larger system in which the weighing apparatus may
be installed. Below we describe in more detail how the
weight measurements are electronically acquired.
[0036] FIG. 11A is a top plan view of a transport as-
sembly of a third embodiment of an in-line weighing ap-
paratus in a non-weighing state. Front and rear primary
transport belts 1112 and 1102, respectively, convey a
mail piece 1100 from left to right in the drawing. The mail
piece is gripped in between them, as shown, prior to
weighing, and after weighing. In this example, dimen-
sions at 5-inch intervals are shown, based on an expect-
ed five-inch minimum mail piece length.
[0037] A second pair of transport belts 1122 front and
1120 rear, are arranged to convey a mail piece, also at
normal transport belt speed, when the system is not per-
forming a weighing operation. The second transport belts
1122, 1120 are spaced above the primary transport belts
(as well as the weigh belts), as best seen in the exploded
perspective view of FIG. 11C. The second transport belts
"bridge the gap" in the non-weighing state from the pri-
mary transport belts at the intake (left) side to the same
belts at the output (right) side as the primary transport
belts are routed around the weigh station. This embodi-
ment ensures that even a 5-inch envelope is pinched
between two belts at all times.
[0038] A third pair of transport belts 1130, 1132 (FIG.
11C) are sized and arranged like the second pair, but are
instead located below the primary transport belts. In other
words, these belts are interleaved, as best seen in the
exploded view of FIG. 11C. That is, the second pair of
transport belts 1120, 1122 are located above the primary
transport belts, while the third pair of belts 1130, 1132
are located below the primary transport belts 1102, 1112.
All three pairs of belts are sized and spaced for engaging
the mail piece 1100 at the appropriate times (and not
during actual weighing of the mail piece). The total height
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of the three belts, plus spacing, would be similar to the
minimum expected height of a mail piece, for example a
3-1/2 inch minimum for a standard letter. A pair of weigh-
ing belts 1114, 1116 are spaced apart from the transport
belts and not contact the mail piece in this non-weighing
state (FIG. 11 A).
[0039] FIG. 11B is a top plan view of the transport as-
sembly of FIG. 11A in a weighing state. The mail piece
1100 has moved into the weighing station. The mail piece
is released from the primary transport belts, and also
released from the second and third pairs of transport
belts. The mail piece is now gripped between the weigh-
ing belts 1114, 1116 for weighing "on the fly" i.e., without
stopping its travel. To do this, rollers P and Q are repo-
sitioned to relocate the rear weigh belt 1114, as indicated
by two small arrows, to bring the belt 1114 into contact
with the mail piece. This also brings the opposite face of
the mail piece into contact with the stationary front weigh
belt 1116. The mail piece no longer contacts any of the
transport belts. Weighing is conducted as the mail piece
moves along gripped in between the weigh belts. As be-
fore, the weigh belts are coupled to a suitable, precision
servo motor.
[0040] The piece then exits the weigh station, contin-
uing to move from left to right in FIG. 11, essentially by
reversing the above actions. That is, the assembly
switches from the weigh state back to the non-weigh
state. The weigh belt 1114 is disengaged from the mail
piece, and consequently the transport belts re-engage
the mail piece. In particular, depending on the size of the
mail piece, the second and third transport belts ensure
that the piece moves along into reengagement with the
primary transport belts 1102, 1112 on the exit (right) side
of the assembly. The mail piece may be restored to its
initial velocity. FIG. 11D shows the transport assembly
in an assembled, perspective view, without a mail piece.
[0041] FIG. 12 is a simplified system diagram of a dual-
servo controlled, in-line weighing apparatus in a postal
sorting system. This is called "dual-servo" as a first servo
loop controls a first servo motor for a weighing operation,
and a second servo loop controls a second servo motor
for gripping tension control during the same weighing op-
eration. We use closed-loop servo systems as open-loop
systems lack the dynamic range necessary for some ap-
plications. In the illustrated embodiment, a transport
1200, typically comprising moving belts, moves a stream
of mail pieces from right to left in the drawing. Such trans-
ports may move the mail at speeds on the order of 10
ft./sec although the particular speed is not critical to this
disclosure. We refer to this quantity as the "system
speed" or "transport speed." Our system, in a preferred
embodiment, can operate on a stream of mail pieces
moving at a selected transport speed of at least approx-
imately 150 inches per second.
[0042] At the right or intake side of the drawing, a
"PHOTO EYE #0" comprises a light source and a corre-
sponding photo detector 1202, arranged to detect the
arrival of an incoming mail piece (not shown) as the lead-

ing or front edge of the mail piece traverses the light
beam. The resulting electrical signal can be used to trig-
ger a camera 1204 to start a new image capture. The
camera then uploads image data to an image capture
and processing component 1214. This process prefera-
bly is implemented in software, and may be implemented
in the ILS Processor 1212 in some embodiments. The
image capture process 1214 stores the mail piece image
data in a datastore 1218. In some embodiments, the sys-
tem may be coupled to another database, e.g. an postal
service ICS database, in which case the image data may
be stored there. After weighing, the ILS Processor stores
the determined weight of a piece in the database 1218
in association with the corresponding image data.
[0043] The image capture process 1214 may utilize an
OCR engine (software) 1216 to extract or "read" a des-
tination address, or at least ZIP code, from captured mail
piece image. These components may communicate over
a local network 1240, for example an Ethernet network.
Destination address data also may be stored in 1218 in
association with the item image or other identifying data.
In an embodiment, ID Tag data from an ICS may be used
as an identifier.
[0044] Another database 1280 stores data for a batch
of mail to be weighed in the ILS. The database 1280 may
include information about the mail pieces in the batch
and the postage paid for mailing the pieces. The data-
base 1280 may include data or a machine-readable
"manifest" provided by a mailer or pre-sort house. For
example, it may have a list of the mail pieces in the batch.
They may be listed individually, by destination address,
destination postal code, or using an internal ID number.
Or, there may simply be a listing of the numbers of items,
in total, or per zip code range, or per individual zip code.
Other variations may be provided by a mailer for its own
internal purposes. Typically, there will be a nominal
weight for the pieces within a given batch of mail, e.g.,
one ounce, with the understanding that all of the pieces
in the batch should weigh no more than that amount.
[0045] The database 1280 preferably includes postage
information as well. This may be the actual amount of
postage paid for each individual item, where individual
items are listed. Alternatively, summary data may be
used where mail pieces are grouped or aggregated such
that a bunch of items have the same postage paid. The
database 1280 may include mailer permit information,
postage rates, discounts, etc. Using this information, the
ILS Processor 1212 executing a software process can
correlate the mail pieces reflected in the manifest in da-
tabase 1280, with the actual weights of the individual
pieces, stored at 1218. The processor can determine the
correct postage for each piece, and compare that to the
actual postage paid for the piece. In another embodi-
ment, the postage actually paid may be determined di-
rectly from the mail piece itself, for example using optical
recognition techniques. This feature is discussed in more
detail below.
[0046] Mail piece weight and postage data may be
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used in several ways. Audit reports can be automatically
generated, especially to highlight postage due (the short-
fall relative to the correct postage for a batch). The postal
service can use this information to collect the postage
due from the mailer. In some applications, a system of
the type disclosed may be used to drive a franking ma-
chine to apply the correct postage to individual mail piec-
es in advance of mailing. Or, the technology disclosed
herein may be adapted to apply just the postage due to
mail pieces for which insufficient postage had been paid.
[0047] Next we proceed to describe the weighing op-
erations in the embodiment of FIG. 12. After an envelope
passes by the camera 1204 (again, moving right to left
in the drawing), a second photo detector pair ("PHOTO
EYE #1) 1220 detects the leading edge entering the in-
line scale or weighing region. The photo detector 1220
is coupled to a scale system controller 1230. A third photo
detector pair 1232, and a fourth photo detector pair 1234
also are coupled to the scale system controller 1230.
Operation of these devices is described below. The scale
system controller 1230 may be connected by any suitable
data network arrangement, such as an Ethernet network
1240, for communication and data transfers with other
components as indicated in the drawing, and with the
sorter system controller (not shown).
[0048] Referring again to FIG. 12, a first servo control
system is driven by the measurement servo controller
1250. The photo detector 1232 is coupled to the meas-
urement servo controller, as shown, to detect a mail piece
entering the weigh station. In addition, the photo eye de-
tects the trailing edge of the mail piece, which indicates
that the piece has cleared the pinch roller #1 and there-
fore is ready for weighing. The measurement servo con-
troller is coupled to a capstan motor 1252 for weighing
operations. During a weighing operation, the mail piece
is gripped between a capstan roller coupled to the cap-
stan motor 1252, and an opposing pinch roller 1254. The
pinch roller, in a preferred embodiment, is linked to the
capstan roller to keep them synchronized. For example,
in an embodiment, rather than a freewheeling pinch roll-
er, the pinch roller 1254 opposing the capstan roller also
is powered by the capstan servo motor 1252. FIG. 13
illustrates such an embodiment, further described below.
This arrangement increases the available friction surface
area and reduces roller slippage to improve weighing ac-
curacy at real-time speeds. The term "real-time" often
refers to computer systems that update information at
the same rate they receive information. More specifically,
in the present context, we use it to mean processing (e.g.
weighing) mail pieces at the same rate that they are en-
tering or moving through an automated machine or trans-
port system.
[0049] In addition, the weigh station pinch roller 1254
may be mounted on an active swing arm assembly, as
distinguished from a traditional spring-loaded swing arm.
Here, the swing arm is coupled to a tension arm servo
controller 1260 which is arranged to present a constant
force on each mail piece during weighing regardless of

the thickness of the piece. A passive spring system, by
contrast, presents increased force (due to increased
spring compression) on thicker mail pieces, potentially
degrading accuracy of the weighing process. One exam-
ple of an active swing arm assembly is described in more
detail below with regard to FIG. 13.
[0050] Two additional capstan and pinch roller assem-
blies provide speed normalization for mail pieces of var-
ying length. A capstan 1266 and opposing pinch roller
1268 ensures that all mail pieces are presented to the
measurement rollers in the weigh station at uniform ve-
locity. Another capstan 1270 and opposing pinch roller
1272 restores each mail piece to the original transport
speed. These capstans may be controlled by a speed
controller 1274. These outboard pinch rollers may be
controlled (opened and closed) by the scale system con-
troller 1230.
[0051] The controller coordinates their actions, based
on input from the photo detectors, to grip a mail piece in
the weigh station assembly (1252, 1254), immediately
after releasing it from the input side pinch roller assembly
(1266, 1268) or at substantially the same time as the
piece is released, so as to minimize slowdown. Prefera-
bly, the grip in the weigh station is fast and firm, so as to
minimize slippage in the rollers. For example, the force
applied may be on the order of two pounds force. In an
embodiment, this gripping force is applied by the tension
arm motor, under a precise servo control, and further
described below. Slippage is also minimized by synchro-
nized, active drive of the capstan roller and the pinch
roller, rather than using a passive pinch roller. In another
embodiment, a lesser gripping force may be applied. A
system may be programmed to wait, for example on the
order of 10 msec, to ensure that the piece has stopped
slipping.
[0052] In one embodiment, the servo controller 1250
receives speed feedback from the capstan motor 1252,
and drives the motor as programmed. For example, it
may be arranged to accelerate or decelerate the mail
piece by a predetermined amount. The servo loop must
be fast and accurate enough to accelerate (and/ or de-
celerate) a mail piece as commanded within a time frame
that is practical for in-line applications. Suitable servo
motors and amplifiers are described above. Preferably,
weighing of one piece is done within approximately 40
msec. The motor torque profile acquired during that ac-
celeration can be analyzed to determine weight of the
mail piece. The acceleration produces a spike or impulse
in motor torque that may be captured and analyzed to
determine weight. By contrast, a constant velocity in this
scale would not work. In other embodiments, mentioned
above, the servo system may not seek to accelerate or
decelerate the piece to a new velocity. Rather, it may
inject an impulse to maintain a zero weight state.
[0053] FIG. 13 is a side view of an embodiment of an
in-line weighing apparatus, installed on a platform or deck
1300 made of a sturdy, rigid material such as steel. The
deck may be, for example, on the order of 1.0 cm thick,
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but this dimension is not critical. The deck surface must
be substantially flat and smooth so as to provide a surface
for mail pieces to glide over it (on edge) without significant
friction. A first roller (intake roller) 1302 is part of a capstan
(1402) and opposing pinch roller pair, better seen in FIG.
14 top view. This is an intake roller as a mail piece travels
from left to right in the drawing, as indicated by the arrow
1400 in FIG. 14. A similar output roller 1304 is again part
of a capstan (1404) and pinch roller pair as shown in FIG.
14 in top view.
[0054] In operation, the intake capstan 1402 operates
(CCW) at the same speed as a belt-driven transport sec-
tion, if the weighing apparatus is installed in a larger ma-
chine such as a sorter, to normalize the speed of a mail
piece for pieces of different lengths. This enables all in-
coming pieces to enter the weighing assembly at the
same speed. The actual or absolute value of that speed
is not critical for present purposes. In contradistinction to
prior art, this system does not rely on speed measure-
ments.
[0055] Referring again to FIG. 13, a weighing assembly
1310 includes a Capstan Roller, driven by a Capstan
Motor 1312, via a shaft 1318 (see FIG. 16) which passes
through the deck 1300. All the rollers (1302, 1402, Cap-
stan Roller, Pinch Roller 1316, 1304, and 1404 are lo-
cated above the deck 1300 for conveying mail pieces
(left to right) over the surface of the deck. The various
motors, gears and belts, described below, preferably are
located below the deck, leaving a clear path for the mov-
ing mail pieces. In another embodiment, the drive me-
chanics may be located above the deck.
[0056] Capstan Motor 1312 also indirectly drives an
opposing Pinch Roller 1316 (see FIG. 14), so that the
Capstan Roller and Pinch Roller are precisely synchro-
nized. This minimizes roller slippage to improve weighing
accuracy. Referring now to FIG. 15, the Capstan Motor
1312, shaft 1318, drives Belt1, which in turn is linked to
the opposing Pinch Roller 1316 as follows. The Capstan
Motor shaft 1318 (CCW) drives Belt1, which in turn drives
an Gear1. Gear1 is mounted co-axially on a bearing on
shaft 1332 of the tension arm motor 1330, so that Gear1
is free to rotate independently of the shaft 1332. An idler
Gear2 is engaged with Gear1, so that rotation of Gear1
drives Gear2 clockwise, as indicated by arrows in the
drawing. Force applied by the tension arm motor 1330
does not affect the operation of Gear1 or Gear 2. (The
role of the tension arm motor is described below.) See
also the perspective view in FIG. 16. Gear2, driven by
Gear1 as noted, in turn is arranged to drive a Belt2 in
CW rotation as shown in FIG. 15. Belt2 in turn is arranged
to rotate a pulley 1340, which is mounted to a shaft 1314
to drive the Pinch Roller 1316.
[0057] Note the presence of a rigid tension arm 1320.
The tension arm is mounted at one end on shaft 1332 of
the tension arm motor 1330. The tension arm 1320 sup-
ports the idler Gear2 which is mounted on a bearing for
free rotation. The other end of the tension arm, opposite
the tension arm motor, comprises a generally cylindrical

housing 1320(a), although the exact shape is not critical.
Housing 1320(a) has a shaft 1314 rotatably mounted
therein, for example in a bearing assembly (not shown).
The shaft 1314 extends upward through the deck 1300
to drive the Pinch Roller. The shaft is driven by Belt2 by
means of a pulley 1340 mounted on the shaft 1314. FIG.
16 is a perspective view of the weighting assembly 1310,
showing the deck in phantom for clarity. FIG. 17 is a per-
spective view of the tension arm 1320 standing alone.
This design is merely an example and not intended to be
limiting.
[0058] In operation, the tension arm motor 1330 rotates
the tension arm through a limited range on the order of
approximately +/- 10 degrees from a neutral or center
setting. The exact range of motion is not critical. This
rotation serves to adjust the position of the pinch roller
1316, as it is mounted to the tension arm as mentioned.
An oblong slot 1315 in the deck accommodates this mo-
tion (see FIG. 16). Because the Capstan Roller is fixed
in position relative to the deck, repositioning the Pinch
Roller has the effect of adjusting the pinching force be-
tween the Capstan Roller and the opposing Pinch Roller,
to keep it constant.
[0059] The tension arm motor 1330 preferably is driven
by a precision servo control system, so that it provides a
selected constant force on the Pinch Roller. This feature
is distinguished from other systems in which pinch rollers
generally are urged against the capstan roller by a spring.
Springs provide a tension or force that varies with dis-
tance (compression of the spring). A spring therefore
would cause the tension in a mail system to vary with the
thickness of each mailpiece, interfering with weighing op-
erations as described herein. The system described
above provides a constant force for gripping a mail piece
in the weighing apparatus independent of the thickness
of the mail piece (within reasonable bounds). Note that
tension arm servo controller data can be used to record
mail piece thickness if desired.
[0060] In a preferred embodiment, a motion damper
1390 is fixed to the deck and arranged to apply a damping
force to the tension arm to suppress vibration of the ten-
sion arm when it closes on a mail piece at high speed.
The damper shaft and piston are connected to the tension
arm. A tension arm motion damper may be commercially
available Ace Controls, model MA 225 or similar.
[0061] In a preferred embodiment, a capstan motor
may be a commercially available servo motor such as
Teknic model M-2311P or similar. The capstan motor
may be controlled using, for example, a servo amplifier
such as Teknic model SST-E545-RCX-4-1-3 or similar.
In these amplifiers, also called servo drives, a high-speed
DSP control processor controls all of the feedback loops:
position, velocity and actual torque. Torque is actively
measured and controlled, with losses in the motor effec-
tively minimized. The operation is substantially all-digital:
the motor measurements are converted directly into dig-
ital format for the DSP and the outputs to the motor are
digital PWM pulse streams. In alternative solutions, an-
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alog processing may be used, as long as the performance
characteristics described herein are met.
[0062] The tension arm motor may be a commercially
available servo motor such as Glentek model GMBM-
40100-13-0000000 or similar (Glentek, EI Segundo, CA).
This too is a brushless AC servo motor. It provides a 100
W power rating, 3000 rpm rated speed, and has a peak
stall torque of about nine Ib-inches. It may be controlled
with a servo amplifier such as Glentek -
SMA9807-003-001-1A-1 or similar. In operation, the ser-
vo amplifier can provide output data, in analog or digital
form, that indicates torque applied to the motor as a func-
tion of time.
[0063] In an embodiment, mail pieces travel into and
leave the scale at a speed on the order of 13 feet/ second
(156 inches per second). As noted, the exact transport
speed is not critical. In a preferred embodiment, the sys-
tem can calculate weight of each piece in real time. That
leaves about 70 msec available for each measurement.
Within that time, a system may capture, for example, 128
sample measurements from the capstan servo motor am-
plifier. Weighing accuracy should be within a range of
approximately +/- 7 grams (approximately 0.25 ounce).
Prototypes have demonstrated accuracy on the order of
+/- 4 grams (0.14 ounce).
[0064] Figs. 8A and 8B are oscilloscope traces of cap-
stan servo motor torque measurements taken in a devel-
opment prototype weighing system that implements as-
pects of the present invention. This data may be analyzed
in various ways, for example using one or more suitably
programmed digital processors. Preferably, a real-time
system determines a weight of a mail piece from the cor-
responding servo amplifier data quickly enough that piec-
es can continue to move through the in-line scale at nor-
mal sorting system speeds. For example, 128 servo sam-
ples over 30 msec would require a data rate of around
4k samples/ sec.
[0065] Fig. 8A depicts a 5 gram differential torque
measurement from a weigh on the fly prototype. Trace
"C" is 12 grams, "B" is 17 g and "A" is 22 g. Vertical scale
is ounce-inches of servo motor torque and horizontal is
time (on the order of 10 msec per division). The first ver-
tical cursor on the left is the point at which the mail piece
trips the photo eye for the center roller (weighing) system.
The other cursors are not relevant. It is straightforward
to calibrate the system by weighing mail pieces of known
weights.
[0066] Fig. 8B shows traces of 2.5 gram differential.
The "E" line is 14.5 g and trace "D" is 17 g. These wave-
forms are of slightly different shape from the previous
image due to increased oscilloscope gain and different
mechanical settings on the test bed transport. These trac-
es show clear resolution even down to 2.5 grams. We
believe this can be extended to considerably finer reso-
lution while continuing to process at full speed (e.g.
40,000 pieces per hour).
[0067] In an embodiment, it is helpful to conduct a Fou-
rier analysis on the torque waveform sample data. The

discrete Fourier transform (DFT) may be used to reduce
the data to a small number of values or coefficients. The
DFT can be computed efficiently in practice using a fast
Fourier transform (FFT) algorithm. By pre-computing the
same analysis on known calibration pieces, the Fourier
coefficients of interest may be stored, for example in a
lookup table, to determine weights later during operation
by comparison to the values in the table. This approach
provides an effective way to compare the torque wave-
forms to provide accurate measurements. It also helps
to filter out vibration and other system noise from the
measurement data.
[0068] In one embodiment, an in-line scale system of
the type described above may be deployed within or in
tandem with automated mail handling equipment such
as a destination bar code sorter machine (DBCS). On
the bar code sorter system in this example, the transport
belt speed is 153 ips. More generally, the transport speed
may be at least approximately 160 inches per second.
The capstan servo on the ILS runs at 250 ips tangential
velocity. The shortest mail piece is 5 inches long, plus a
3.5 inch minimum gap between pieces. So at an incident
speed of 153 ips, we have a measurement interval of
approx 56 ms between pieces. This timing is illustrated
in the upper trace of FIG. 18. The system therefore needs
to complete all sampling and processing in this interval
to operate in "real time".
[0069] In a preferred embodiment, the system acquires
128 samples to the FFT, and the servo system described
above samples at 1750 samples per second. This means
that the sampling interval per piece is approx 73 msec.
However, as noted, in the present example, only about
56 msec is available between pieces. One solution to this
apparent dilemma is to simultaneously sample into 2 sep-
arate measurements that are offset in time. The system
thus is multi-threaded. We center the torque impulse data
for each piece in the 73 ms window so any data that
appears in sequential measurements is where the servo
is quiescent or between pieces. This is essentially the
zero area. This overlap technique is illustrated in FIG.
18. In the top figure, the time between the leading edge
of the impulses is 56 ms because the pieces are 5 inches
long separated by 3.5 inches. In the bottom figure, the
pieces are 8 inches long so the sampling overlap is small-
er. The gap between pieces is constant at 3.5 inches.
This exact distance is not critical but it is a commonly
used standard in USPS equipment.
[0070] In one embodiment the mass-related property
of the article is deduced by interpolating between the
mass-related properties of calibration articles. This inter-
polation may be linear, polynomial, or any other method.
[0071] In another embodiment the article’s mass-relat-
ed property may be determined to be larger than or small-
er than some threshold without determining either the
article or the calibration object’s actual mass-related
property. Thus if an object of maximum mass were used
for calibration, and if objects of mass greater than this
maximum are to be routed from the system, it is sufficient
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to know whether or not the article to be measured is more
massive than the calibration mass.

POSTAGE CHECKING AND FRANKING

[0072] Referring once again to the control system of
FIG. 12, a mail processing system may include an in-line
weighing apparatus, discussed above, and a datastore
1280 for storing postage information. Postage informa-
tion may include postage rates, for pieces of various siz-
es, classes and weights. In an embodiment, a scale sys-
tem may be configured to process a particular run or
batch of mail, for example a batch of standard size letters.
Discounts may be applicable for batches that meet cer-
tain volume and other requirements (e.g. presorting).
This configuration data may be stored at a configuration
and logging datastore 1282 in the system of FIG. 12. The
system can access appropriate postage rates from the
datastore 1280, which may be coupled to a system net-
work, e.g. Ethernet 1240.
[0073] In operation, a system of the type illustrated by
FIG. 12 may weigh a mail piece, log the weight (1282),
and check whether or not the correct postage has been
paid for that piece. This may be done, for example, by
the in-line scale processor 1212 consulting the postage
data in repository 1280. The repository data may include
various types of postage data. For example, it may store
the postage per piece that was paid for a specific pre-
sort batch of mail. The batch may be identified by any
suitable means, for example, mailer ID, batch ID,
date/time stamps, etc. For a pre-sort batch, a single post-
age amount may be paid per piece. The present system
can check whether in fact each weighed piece has a
weight within the limit for the amount paid per piece. Over-
weight (or "postage due") pieces may be logged and
counted in order for the USPS to collect the shortfall from
the mailer. Specific mailpieces may be identified for ex-
ample using ID Tag numbers. Or just the number of post-
age due pieces may be tallied.
[0074] In another scenario, the postage paid for each
specific mailpiece may be stored at 1280, and the system
can verify whether or not the correct postage was paid
for that piece. That test may involve weight, size, and
other characteristics listed below. For example, the mail
piece dimensions may be determined from the image
capture and analysis components, or using photocells.
Again, data may be logged, and postage-due pieces can
be flagged in a database and or marked on the mail piece
itself. Marking may be done by printing, spraying, etc.
using known techniques. The postage-due marking may
comprise a machine-readable indication for special han-
dling. Or the pieces may not be specially marked, but a
report and invoice automatically generated to charge the
mailer for the postage due. Or, the postal service can
simply debit the mailer by credit card, ACH account, etc.
Using aspects of the present invention, the USPS can
collect revenues, otherwise lost, with a minimum of extra
effort. Indeed, the collection process just described may

be fully automated, with resulting increased revenues to
the USPS estimated to be worth tens or even hundreds
of millions of dollars.
[0075] The actual postage paid for mail pieces that are
not in a pre-sort batch (called letterbox pieces) may be
determined outside the system illustrated, for example
by human visual inspection, and stored in datastore 1280
for checking. Or, the postage may be determined in a
sorter or other automated handling system using an im-
age capture system that captures and processes an im-
age of the mail piece front side. This may be the same
imaging system as that used for address recognition, or
another one. In FIG. 12, a camera 1204 (bar code reader)
is coupled via 1210 to an image capture system 1214.
For example, datastore 1218 may store image data re-
lated to postage stamps or postage meter markings. The
system may compare captured image data from the mail
piece to the stored postage image data (indicia) to rec-
ognize the postage paid for the mail piece.
[0076] Methods for postage recognition include the fol-
lowing:

• Postal stamp recognition by optical imaging and soft-
ware recognition

• Postal permit recognition by optical imaging and soft-
ware recognition

• Indicia recognition by hardware or software system
e.g. 2-D barcode (IBI)

• Barcode recognition with embedded weight specifi-
cation and originator identification

• Keyline recognition with embedded weight specifi-
cation

• The lookup and reference of a postal permit data-
base with associated payment information

[0077] One type of machine-readable imprint, ap-
proved by the USPS, is called IBI or Information-Based
Indicia. IBI in one embodiment comprises a two-dimen-
sional bar code printed with an embedded digital signa-
ture. The IBI imprint contains identifying information iden-
tifying the postage meter that made the imprint, and the
postage paid. IBI is the combination of a machine-read-
able barcode and human readable information. The dig-
ital signature serves to authenticate that the information
is not tampered with in any way.
[0078] To summarize, one aspect of the present inven-
tion comprises a system for measuring the weight of each
mail piece in a stream of mail pieces in real time, deter-
mining the proper postage for that mail piece, determin-
ing the amount of postage paid by the mailer, and seg-
regating out mail pieces with improper postage. The
proper amount of postage may be based on the mail
piece’s weight, size, thickness, mailing point, delivery
point, or other property, alone or in combination. Another
aspect of the invention comprises a method for ensuring
that proper postage has been paid for each mail piece.
[0079] While the disclosed system is primarily aimed
at determining which mail pieces have too little postage
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for their weight and other characteristics, it is within the
purview of this disclosure to be able to audit and/or sort
individual and sets of mail pieces based on any combi-
nation of the above attributes or others. For example,
while postal authorities generally quantize their charges
(for example charge X for letters up to 1 ounce, Y for
letters weighing greater than one ounce and up to two
ounces, etc.), it is within the purview of this invention to
be able to audit and/or sort mail pieces by levels of at-
tributes than may be more (or less) finely distinguished
than the official categories.
[0080] The measured attribute(s) of the mail piece may
include its weight (using a scale such as the in-line scale);
its size or dimensions (measurable, for example, by a set
of lights and photocells, the paths between some of which
are interrupted for a period of time by the mail piece); its
thickness (measurable, for example, by an offsetting
pinch roller or laser thickness detector); its point of orig-
ination (determinable by the location of the initially-scan-
ning mail sortation system or its return address; its in-
tended destination (determinable from the delivery ad-
dress on the mail piece); and others, either alone or in
combination.
[0081] In one embodiment, the result of the process
described above may include flagging out of compliance
mail pieces for real time sortation to reject or overweight
bin for return to sender or postage pending hold process.
In another embodiment, as noted above, the mail piece
may not be specially handled at all, but the postage due
automatically charged to the sender. Audits of a mail
stream may be produced and of individual mailers to de-
termine the distribution of their mailing as to weight and
as to whether they are overweight for the applied post-
age.
[0082] In another application, a high-speed franking
machine may be used in combination with an in-line scale
of the type disclosed above. Franking machines are
known and commercially available from several vendors.
A franking machine may be combined with the in-line
scale to apply the correct postage to each piece, based
on its weight, as the pieces move through automated
handling in real-time. In this application, there is no need
to check or verify postage, since the known correct post-
age is applied to each piece after weighing. Such a meth-
od and system may be used by senders (businesses or
pre-sort houses) to ensure that correct postage is ap-
plied, and it can be done in combination with the a sorting
process, by modification of a sorting machine. Just as an
in-line scale can be deployed into a sorter, taking for ex-
ample about 24 inches of linear transport space in typical
application, so too the franking machine may be inserted
following the scale on a single system. In other embod-
iments, a "scale plus franking machine" may be used
separately to apply postage before sending a batch of
mail to pre-sort.

Differential Torque Sensing

[0083] There also exists a need to provide fine grain
torque sensing on systems where significant ambient or
quiescent forces exist. These forces are seen when mo-
tivating a conveyor belt or chain in an automated process-
ing line. That is, the ambient or quiescent forces, for ex-
ample, those forces necessary to propel a large conveyor
belt assembly, are much larger than the differential
torque needed to accelerate the conveyor for weighing
purposes. The quiescent forces would normally obscure
or "swamp" the sensing range of available servo motor
technology such as that described above. For example,
a typical servo amplifier may provide 9-bits of resolution,
or 512 levels. If merely driving the conveyor in tare state
corresponds to the 500 level of torque, only 12 levels
remain for sensing perturbations for weighing purposes.
(The range may be doubled by arranging the system to
swing from negative to positive torque at the servo motor,
as will become more clear later.)
[0084] Thus, if a sizeable conveyor were driven by a
closed loop servo, the additional or differential torque
needed to accelerate the conveyor in order to weigh a
parcel riding on the conveyor, applying the concepts de-
scribed above, would not generate useable data because
the torque involved is too small to discriminate from the
relatively large ambient forces. Accordingly, there is a
need to separate or differentiate among the forces that
arise from changing system mass (introduction of a item
to be weighed) and the ambient forces if parcels are to
be accurately weighed while moving.
[0085] There are a number of differential torque cou-
pling systems available. One example is an auto drive
axle where "spider" gears within a differential carrier are
used to seamlessly split torque supplied by the automo-
bile engine and two or more driving wheels. It is a key
understanding that these three elements (one supply and
two load) are in constant and continuous mesh. Similarly,
an epicyclical transmission provides both a continuous
mesh of multiple torque producers and consumers and
a range of available gear ratios for each producer to con-
sumer path.
[0086] Referring now to FIG. 19, it shows a simplified
side view diagram of a parcel conveyor system. In the
diagram, an intake conveyor belt 100 carries a parcel
130 in a direction indicated by the arrow. The intake belt
100 maintains a constant speed in a preferred embodi-
ment. A free-spinning, low inertia roller 124 enables to
parcel to transfer onto a second or "accelerator conveyor"
120. In operation, the accelerator conveyor 120 is mov-
ing, initially at the speed of the first conveyor 100. It will
be temporarily accelerated as explained shortly.
[0087] FIG. 20 is a simplified block diagram of an elec-
tro-mechanical system coupled to the accelerator con-
veyor 120 for weighing a parcel 130 as it moves along
on the conveyor. The accelerator belt moves with low
friction regardless of the parcel weight. The accelerator
belt surface has high friction to minimize slipping. In one
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embodiment, the intake conveyor belt 100 may have a
constant speed of around 25-50 inches per second, al-
though this range is not critical. That conveyor assembly
may be on the order of four to eight feet long. The accel-
erator conveyor belt 120 may be driven at 50-150 inches
per second, although again this particular range is merely
illustrative. It is critical that the accelerator belt, at least
temporarily, be driven at a speed that differs from the
constant speed of the input belt 100. In other words, given
a parcel arriving at a first speed from the input belt, it will
be accelerated, or decelerated, once it arrives on the
accelerator conveyor 120. This change in speed, pro-
duced by a change in motor torque, will be used to infer
a weight of the parcel.
[0088] Again referring to FIG. 20, a transmission 200
is coupled to the accelerator conveyor, for driving the belt
120, which is entrained on a low-friction capstan 222 ro-
tating about an axel 322. The transmission 200 is also
coupled to a primary or drive motor 220, preferably an
electric motor sized for driving the accelerator conveyor
120 over the expected range of speeds. Thirdly, the trans-
mission 200 is coupled to a servo motor 230. The servo
motor will provide, and sense, differential torque in con-
nection with driving the accelerator conveyor 120.
[0089] The servo motor is driven by a servo amplifier
(also called a "servo drive") 232, which implements a
closed loop servo system to drive and maintain the servo
motor at a preselected speed. This speed is selected by
a speed control input signal 234. It may be selected or
provided by any suitable hardware and or software. The
servo amplifier 232 provides servo motor torque data to
a data acquisition element 236. Torque data is acquired
and stored, preferably as digital data, periodically over
times of interest for a particular implementation.
[0090] In one embodiment, or class of embodiments,
the transmission 200 may be implemented in an epicy-
clical gearing assembly. Turning now to FIG. 21 of the
drawings, it illustrates a suitable epicyclical gearing as-
sembly 300. In the assembly 300, the outer ring or ring
gear is labeled 302. A plurality of planet gears, in this
example three of them 312, 314 and 316, are all mounted
to a common planetary carrier 310. And a central sun
gear 320, mounted on an axis or shaft 322 (FIG. 22), is
enmeshed with the three planet gears. The ring gear 302
is coupled to the primary drive motor 220.
[0091] FIG. 22 is a simplified perspective view showing
deployment of an epicyclical gearing assembly 300 to
implement a transmission 200 in the electro-mechanical
system of FIG. 20. In the system of FIG. 22, the primary
drive motor 220 provides an input source to the trans-
mission 300 via coupling to the ring gear. The accelerator
conveyor may be connected directly to the planetary car-
rier 310 of the transmission. Thus, the planetary carrier
serves as an output from the transmission. And finally,
the servo motor 230, driven by a servo amplifier 232, is
connected to the sun gear 320 so as to provide a second
input to the transmission. In this arrangement, all of the
gears are free to rotate.

[0092] In operation, a summation of the torques from
the primary drive motor and the servo motor drive the
accelerator conveyor belt to the selected speed. In this
way, a heavy conveyor may driven at a constant speed.
A quiescent state or equilibrium is provided by using a
large powerful constant torque motor (connected to the
transmission ring gear). We then command the servo
motor, by means of the servo amplifier, to maintain the
equilibrium by way of a selected constant velocity at the
sun gear (to which the servo motor is connected). This
can be a reverse or negative velocity, zero velocity or
positive, as long as it is constant. Other alternative em-
bodiments may use a variable target velocity. To illus-
trate, if the servo motor is commanded to a selected
speed a little higher than the tare speed resulting from
the primary drive motor torque, then the servo motor will
add torque to achieve the commanded speed. On the
other hand, the servo motor might apply reverse torque
if and when the commanded speed is less than the nom-
inal primary drive motor speed.
[0093] In such a system, when a change in system
mass is imposed (i.e. a parcel dropped onto the conveyor
belt at a different velocity), the reverse torque is divided
by the transmission. The servo motor senses the change
and injects torque to reestablish equilibrium. That change
in torque at the servo motor is recorded as noted above,
and used to determine a weight of the parcel as it is mov-
ing.
[0094] An alternative embodiment is shown in FIG. 23.
In FIG. 23, the conveyor is coupled to the planetary carrier
as before, and the servo motor is coupled to the sun gear.
The primary drive motor is connected to the ring gear via
a low ratio worm gear arrangement. In one illustrative
example, we assume the ring gear has three times (3x)
the number of teeth of the sun gear. The worm gear ratio
is 30:1. The sun to planetary carrier ratio = 1+R/S =4:1
(where R is the ring gear teeth and S is the sun gear
teeth). The ring to planetary carrier ratio = 1+S/R =1.33:1.
And finally, the worm to planetary ratio =40:1.
[0095] In general, the transmission has two inputs and
one output in constant mesh and in a torque differentia-
tion configuration. If the sun gear is held at zero rpm via
the servo, we drive the conveyor with the main constant
torque motor. This motor is set to move the empty con-
veyor at the required nominal belt speed. This main motor
in some embodiments may be connected to the conveyor
via a worm gear box where torque is transferred from the
motor to the belt but not the reverse. In this way, any
required change in torque demand is reflected to the sun
gear and servo but not the main drive motor.
[0096] With the conveyor moving at the required
speed, we may command the servo motor driving the
sun gear to maintain zero velocity or a fixed position.
When a parcel is introduced it will be moving at a different
velocity than the accelerator conveyor belt as noted
above. At this point the accelerator conveyor will accel-
erate the parcel to some second velocity. Since the main
drive is set to maintain constant torque, the change in
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system mass will result in a reverse torque from the con-
veyor to the sun gear and connected servo motor. The
servo will sense this and inject current (torque) to counter
the reverse impulse maintaining zero velocity at the sun
gear. We calculate weight (mass) from this torque im-
pulse. It is not actually required that the servo maintain
zero velocity but only that it maintains some constant
velocity.
[0097] In a preferred embodiment, the ratio of the ring
to sun gear is an "overdrive" i.e., having a ratio of less
than unity (e.g. 0.33:1 in the illustrated system above).
This feature is helpful from a practical standpoint be-
cause when the conveyor starts, the torque from the ring
gear (and main drive motor) will be divided between the
planetary and sun gears. We want the bulk of the torque
to flow to the planetary carrier since this is coupled to the
conveyor belt. This will be true because the gear ratio
from ring to carrier is a reduction whereas the ratio from
the ring to sun is an overdrive. Additional benefits are
that we can use a relatively small servo motor to manage
differential torque since we see, for example, a 4:1 re-
duction for that motor. Any torque supplied by the servo
will be amplified by that ratio. This particular ratio is not
critical, but it is preferred in general that the ring to sun
gear have a ratio less than unity, while the ring to plan-
etary carrier is greater than unity (a reduction).

Exemplary Modes of Operation

[0098] In a first mode, a servo is commanded to main-
tain zero velocity. In this mode, the servo velocity loop is
closed and the velocity commanded to zero. While the
primary drive motor spins the ring gear, torque and ve-
locity are transferred to the planetary carrier and convey-
or belt. With the scale in tare mode (no item present), the
servo and sun gear are at zero velocity. A nominal torque
will be required from the servo to counter the reverse
force from the conveyor. This is mostly present at startup
time. Once the system has settled at nominal speed, the
torque delivered by the servo to maintain zero velocity
of the sun gear is recorded. The primary drive is com-
manded to maintain a constant torque. It is important to
note that even though the servo is commanded to main-
tain zero velocity, the use of a servo is required due to
feedback advantages. E.g. a simple spring torque meas-
urement device would be insufficient since it is an open
loop system incapable in settling to a meaningful state
in the short measurement window of high speed process-
ing systems.
[0099] An item to be weighed is introduced at a different
velocity than the nominal velocity of the scale. When the
item to be weighed comes into contact with the scale
conveyor (e.g., accelerator conveyor 120), a change in
system mass is incurred. The item to be weighed must
be accelerated by the scale conveyor to re-establish
nominal velocity. Since the primary drive motor will see
a negligible change in torque demand (via a torque divi-
sion by a factor of 40 in one example), its velocity and

torque output remains substantially constant. The servo-
motor however will see a change in torque demand (via
a division by a factor of 10, for example). The servomotor
will counter the increased demand for torque to maintain
zero velocity at the sun gear. This torque impulse by the
servomotor will be recorded (236) and compared to the
tare value recorded previously, for example in a proces-
sor. The difference will be proportional to the weight of
the item to be weighed.
[0100] In another mode, the servomotor is command-
ed to maintain some negative velocity. In this mode, the
primary motor will spin the conveyor at a higher rate than
is required for nominal motion. The servomotor will coun-
ter the primary motion by producing a velocity and torque
that has a negative sense thereby reducing the conveyor
velocity. The velocity of the two motors will be summed
via the differential gears to produce the nominal conveyor
speed.
[0101] The key factor in this embodiment is that the
servomotor will be developing torque with a negative
sense. This will allow the use of the negative range of
the torque sensor, effectively doubling the resolution of
the servomotor. For example, if the servo system has a
signed 9 bit torque resolution, this technique effectively
doubles that buy using the sign bit as a 10th bit. A system
with +/- 512 level of sensing is now + 1024 levels.
[0102] In the tare mode, the scale conveyor runs at a
nominal speed which is the sum of the primary and servo
motor velocities. The servo is making torque with nega-
tive sense to maintain nominal belt velocity. When an
item is introduced to the scale conveyor, a torque demand
change occurs resulting from the need to accelerate the
item. The servomotor will sense this change in the same
way as the previous example except that the torque de-
mand will have an opposite sense than the nominal
torque generated by the servo. At this time, the servo will
respond to the change by injecting a torque that is the
opposite sense of the tare torque. The servomotor will
produce a torque that is variably less negative through
its range and ultimately into the positive range where
required by the weight of the item.
[0103] In one example, a mathematical model might
be: Tare mode: Torque required for tare (nominal) belt
speed + 512 = 0. Weigh mode: Torque required to ac-
celerate item + 512 = some value from 0 through 1024
depending on weight of item. In this example, the lightest
item in the weight range preferably would equate to a
torque level near 1 and the heaviest equate to torque
level 1024.
[0104] Another model is that of a torque balance. This
is analogous to a spring or gravity balance except that it
is based on rotational rather than linear deflection. In this
design, the gear ratios between the two inputs of the
transmission would be equal. In this model, the primary
motor is commanded to maintain a constant torque but
allow its velocity to change based on load. The servo
system monitors the output velocity of the composite of
the two motors at the output of the transmission. When
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an item to be measured is placed in contact with the belt,
the primary motor will slow due to the increased load.
The servo sensor will detect this and command the ser-
vomotor to increase velocity to compensate. The torque
and velocity of the servo are measured to detect the mass
of the item.
[0105] The following is one example of the practical
measurements of a system consistent with the present
disclosure:

• A change in linear velocity from an in feed conveyor
to the accelerator conveyor of 25 inches per second.

• Acceleration period of 0.33 seconds.

• Parcel mass (Min - Max) 1.0 - 400 oz.

• Min - Max torque differential (assume 4 inch drive
wheel) 0.21 - 84.8 Nm @ transmission output.

• Min - Max torque sensed at servo (10:1) 0.021 - 8.5
Nm.

Illustrative Hardware and Software

[0106] Several examples have been described above
with reference to the accompanying drawings. Various
other examples of the invention are also possible and
practical. The system may be exemplified in many differ-
ent forms and should not be construed as being limited
to the examples set forth above. The system described
above can use dedicated processor systems, micro con-
trollers, programmable logic devices, or microprocessors
that perform some or all of the operations. Some of the
operations described above may be implemented in soft-
ware or firmware and other operations may be imple-
mented in hardware.
[0107] For the sake of convenience, the operations are
described as various interconnected functional blocks or
distinct software modules. This is not necessary, howev-
er, and there may be cases where these functional blocks
or modules are equivalently aggregated into a single logic
device, program or operation with unclear boundaries.
In any event, the functional blocks and software modules
or features of the flexible interface can be implemented
by themselves, or in combination with other operations
in either hardware or software.

Digital processors, software and memory nomenclature

[0108] As explained above, aspects of the invention
may be implemented in a digital computing system, for
example a CPU or similar processor in a sorter system,
in-line scale (standalone), or other embodiments. More
specifically, by the term "digital computing system," we
mean any system that includes at least one digital proc-
essor and associated memory, wherein the digital proc-
essor can execute instructions or "code" stored in that

memory. (The memory may store data as well.) Real-
time processes may be implementing using real-time op-
erating systems software.
[0109] A digital processor includes but is not limited to
a microprocessor, multi-core processor, DSP (digital sig-
nal processor), GPU, processor array, network proces-
sor, etc. A digital processor (or many of them) may be
embedded into an integrated circuit. In other arrange-
ments, one or more processors may be deployed on a
circuit board (motherboard, daughter board, rack blade,
etc.). Aspects of the present invention may be variously
implemented in a variety of systems such as those just
mentioned and others that may be developed in the fu-
ture. In a presently preferred embodiment, the disclosed
methods may be implemented in software stored in mem-
ory, further defined below.
[0110] Digital memory, further explained below, may
be integrated together with a processor, for example
RAM or FLASH memory embedded in an integrated cir-
cuit CPU, network processor or the like. In other exam-
ples, the memory comprises a physically separate de-
vice, such as an external disk drive, storage array, or
portable FLASH device. In such cases, the memory be-
comes "associated" with the digital processor when the
two are operatively coupled together, or in communica-
tion with each other, for example by an I/O port, network
connection, etc. such that the processor can read a file
stored on the memory. Associated memory may be "read
only" by design (ROM) or by virtue of permission settings,
or not. Other examples include but are not limited to
WORM, EPROM, EEPROM, FLASH, etc. Those tech-
nologies often are implemented in solid state semicon-
ductor devices. Other memories may comprise moving
parts, such a conventional rotating disk drive. All such
memories are "machine readable" in that they are read-
able by a compatible digital processor. Many interfaces
and protocols for data transfers (data here includes soft-
ware) between processors and memory are well known,
standardized and documented elsewhere, so they are
not enumerated here.
[0111] As noted, aspects of the present invention may
be implemented or embodied in computer software (also
known as a "computer program" or "code"; we use these
terms interchangeably). Programs, or code, are most
useful when stored in a digital memory that can be read
by one or more digital processors. We use the term "com-
puter-readable storage medium" (or alternatively, "ma-
chine-readable storage medium") to include all of the
foregoing types of memory, as well as new technologies
that may arise in the future, as long as they are capable
of storing digital information in the nature of a computer
program or other data, at least temporarily, in such a
manner that the stored information can be "read" by an
appropriate digital processor. By the term "computer-
readable" we do not intend to limit the phrase to the his-
torical usage of "computer" to imply a complete main-
frame, mini-computer, desktop or even laptop computer.
Rather, we use the term to mean that the storage medium
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is readable by a digital processor or any digital computing
system as broadly defined above. Such media may be
any available media that is locally and/or remotely ac-
cessible by a computer or processor, and it includes both
volatile and non-volatile media, removable and non-re-
movable media, embedded or discrete.
[0112] It will be obvious to those having skill in the art
that many changes may be made to the details of the
above-described embodiments without departing from
the underlying principles of the invention. The scope of
the present invention should, therefore, be determined
only by the following claims.

Claims

1. A system for weighing a moving parcel, the system
comprising:

an intake conveyor (100) adapted to move a par-
cel (130) at a first speed;
an accelerator conveyor (120) disposed adja-
cent to the intake conveyor (100) and arranged
to receive a moving parcel (130) from the intake
conveyor (100); and
a primary drive motor (220) configured to pro-
vide a substantially constant first torque input to
a transmission (200,300),
characterized by:

a servo motor (230) arranged to provide a
variable second torque input to the trans-
mission (200,300), wherein:

the transmission (200,300) is coupled
to the primary drive motor (220), the
servo motor (230), and the accelerator
conveyor (120);
the transmission is configured to sum
the constant first torque input and the
variable second torque input to gener-
ate an output torque, and to deliver the
output torque to drive the accelerator
conveyor (120) at a second speed that
is different from the first speed; and
the constant first torque is substantially
greater than a maximum range of the
variable second torque.

2. The system of claim 1 wherein the constant first
torque is at least an order of magnitude greater than
a maximum value of the variable second torque pro-
vided by the servo motor (230).

3. The system of claim 1 or 2 and further comprising a
closed-loop servo amplifier (232) coupled to the ser-
vo motor (230); wherein the servo amplifier (232) is
arranged to provide motor current or torque data re-

sponsive to operation of the servo motor (230) for
use in weighing a parcel.

4. The system of claim 3 wherein the transmission com-
prises an epicyclical gearing assembly (300).

5. The system of claim 4 wherein the servo motor (230)
is coupled to a sun gear (320) of the epicyclical gear-
ing assembly (300), the primary drive motor (220) is
coupled to a ring gear (302) of the epicyclical gearing
assembly (300), and the accelerator conveyor (120)
is coupled to a planetary carrier (310) of the epicy-
clical gearing assembly (300).

6. The system of claim 5 wherein a ratio of the ring gear
(302) to the sun gear (320) is less than unity; and a
ratio of the ring gear (302) to the planetary carrier
(310) is greater than unity.

7. The system of any of claims 4 to 6 further comprising
a worm gear (380) arranged to couple the primary
drive motor (220) to the ring gear (302).

8. The system of claim 7 wherein the worm gear ratio
is approximately 30 to 1.

9. The system of claim 8 wherein:

a ratio of the sun to planetary carrier gears is
approximately 4 to 1;
a ratio of the ring to planetary carrier gears is
approximately 1.33 to 1; and
a ratio of the worm to planetary carrier gears is
approximately 40 to 1;
whereby the transmission (300) implements a
low gear ratio between the primary drive motor
(220) and the accelerator conveyor (120), so
that a change in mass due to introduction of the
parcel (130) being weighed will be substantially
invisible to the primary drive motor (220), while
measureable by the servo motor (230) via the
sun gear (320).

10. A method for weighing a moving parcel (130) com-
prising the steps of:

providing a primary drive motor (220) configured
to provide a substantially constant first torque
input to drive a conveyance (120) at a substan-
tially constant first velocity,
characterized by:

providing a servo motor (230) arranged to
provide a variable second torque input to
the conveyance (120), wherein the servo
motor torque range is on the order of ap-
proximately an order of magnitude smaller
than the first torque provided by the primary
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drive motor (220);
providing a servo amplifier (232) for control-
ling the servo motor (230) in a closed-loop
servo configuration;
introducing a parcel (130) on to the moving
conveyance (120) at a different velocity
than the first velocity;
monitoring a resulting change in motor cur-
rent or torque provided by the servo motor
(230); and
determining a weight of the parcel (130)
based on the change in motor current or
torque provided by the servo motor (230)
detected by the servo amplifier (232).

11. The method of claim 10 and further comprising com-
manding the servo amplifier (232) to substantially
zero velocity prior to introducing the parcel (130).

12. The method of claim 10 or 11 and further comprising:

providing a transmission (200,300) arranged for
summing the first torque input and the second
torque input to drive the conveyance (120).

13. The method of claim 12 and further comprising:

recording a tare value of the servo motor second
torque while the conveyance (120) is unloaded;
recording a torque impulse provided by the ser-
vo motor (230) responsive to said introduction
of the parcel (130) on to the conveyance (120);
and
comparing the torque impulse to the tare value
for determining the weight of the parcel (130).

Patentansprüche

1. System zum Wiegen eines bewegten Paket,wobei
das System Folgendes umfasst:

einen Einlassförderer (100), der dafür ausgelegt
ist, ein Paket (130) mit einer ersten Geschwin-
digkeit zu bewegen;
einen Beschleunigungsförderer (120), der be-
nachbart zu dem Einlassförderer (100) angeord-
net und dafür ausgelegt ist, ein bewegtes Paket
(130) von dem Einlassförderer (100) zu empfan-
gen; und
einen primären Antriebsmotor (220), der dafür
konfiguriert ist, eine im Wesentlichen konstante
erste Drehmomenteingabe für ein Getriebe
(200, 300) bereitzustellen;
gekennzeichnet durch:

einen Servomotor (230), der dafür ausge-
legt ist, eine zweite variable Drehmo-

menteingabe für das Getriebe (200, 300)
bereitzustellen, wobei:

das Getriebe (200, 300) mit dem primä-
ren Antriebsmotor (220), dem Servo-
motor (230) und dem Beschleuni-
gungsförderer (120) gekoppelt ist;
wobei das Getriebe für Folgendes kon-
figuriert ist:Summieren der konstanten
ersten Drehmomenteingabe und der
variablen zweiten Drehmomenteinga-
be, um ein Ausgabedrehmoment zu er-
zeugen unddas Ausgabedrehmoment
abzugeben, um den Beschleunigungs-
förderer (120) mit einer zweiten Ge-
schwindigkeit anzutreiben, die sich von
der ersten Geschwindigkeit unterschei-
det; und
wobei das konstante erste Drehmo-
ment wesentlich größer ist als ein ma-
ximaler Bereich des variablen zweiten
Drehmoments.

2. System Anspruch 1,wobei das konstante erste Dreh-
moment mindestens eine Größenordnung größer ist
als ein Maximalwert des variablen zweiten Drehmo-
ments, das von dem Servomotor (230) bereitgestellt
wird.

3. System Anspruch 1 oder 2,das ferner einen Servo-
regelverstärker (232) umfasst, der mit dem Servo-
motor (230) gekoppelt ist;wobei der Servoverstärker
(232) dafür ausgelegt ist, Motorstrom- oder Drehmo-
mentdaten als Reaktion auf den Betrieb des Servo-
motors (230) für das Wiegen eines Pakets bereitzu-
stellen.

4. System nach Anspruch 3,wobei das Getriebe eine
Planetengetriebebaugruppe (300) umfasst.

5. System Anspruch 4,wobei der Servomotor (230) mit
einem Sonnenrad (320) der Planetengetriebebau-
gruppe (300) gekoppelt ist,der primäre Antriebsmo-
tor (220) mit einem Hohlrad (302) der Planetenge-
triebebaugruppe (300) gekoppelt ist undder Be-
schleunigungsförderer (120) mit einem Planetenträ-
ger (310) der Planetengetriebebaugruppe (300) ge-
koppelt ist.

6. System Anspruch 5,wobei ein Übersetzungsverhält-
nis zwischen dem Hohlrad (302) und dem Sonnen-
rad (320) kleiner als Eins ist,und ein Übersetzungs-
verhältnis zwischen dem Hohlrad (302) und dem Pla-
netenträger (310) größer als Eins ist.

7. System nach einem der Ansprüche 4 bis 6,das ferner
ein Schneckengetriebe (380) umfasst, das dafür
ausgelegt ist, den primären Antriebsmotor (220) mit
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dem Hohlrad (302) zu koppeln.

8. System Anspruch 7,wobei das Übersetzungsver-
hältnis des Schneckengetriebes etwa 30 zu 1 be-
trägt.

9. System nach Anspruch 8, wobei:

ein Übersetzungsverhältnis zwischen dem Son-
nenrad und dem Planetenträgerrad etwa 4 zu 1
beträgt;
ein Übersetzungsverhältnis zwischen dem
Hohlrad und dem Planetenträgerrad etwa 1,33
zu 1 beträgt; und
ein Übersetzungsverhältnis zwischen dem
Schneckenrad und dem Planetenträgerrad et-
wa 40 zu 1 beträgt;
wodurch das Getriebe (300) ein niedriges Über-
setzungsverhältnis zwischen dem primären An-
triebsmotor (220) und dem Beschleunigerförde-
rer (120) implementiert,so dass eine Änderung
der Masse aufgrund der Einführung des gewo-
genen Pakets (130) für den primären Antriebs-
motor (220) im Wesentlichen unsichtbar
ist,während sie durch den Servomotor (230)
über das Sonnenrad (320) messbar ist.

10. Verfahren zum Wiegen eines bewegten Pakets
(130), das folgende Schritte umfasst:

Bereitstellen eines primären Antriebsmotors
(220), der dafür konfiguriert ist, eine im Wesent-
lichen konstante erste Drehmomenteingabe
zum Antreiben eines Förderers (120) mit einer
im Wesentlichen konstanten ersten Geschwin-
digkeit bereitzustellen,
gekennzeichnet durch:

Bereitstellen eines Servomotors (230), der
dafür ausgelegt ist, eine variable zweite
Drehmomenteingabe für den Förderer
(120) bereitzustellen,wobei der Drehmo-
mentbereich des Servomotors etwa eine
Größenordnung kleiner als das erste Dreh-
moment ist, das von dem primären An-
triebsmotor (220) bereitgestellt wird;
Bereitstellen eines Servoverstärkers (232)
zum Steuern des Servomotors (230) in ei-
ner Servoregelkonfiguration;
Einführen eines Pakets (130) auf den be-
wegten Förderer (120) mit einer anderen
Geschwindigkeit als die erste Geschwindig-
keit;
Überwachen einer resultierenden Ände-
rung des Motorstroms oder des Drehmo-
ments, der bzw. das von dem Servomotor
(230) bereitgestellt wird; und
Bestimmen eines Gewichts des Pakets

(130) basierend auf der Änderung des Mo-
torstroms oder des Drehmoments, das von
dem Servomotor (230) bereitgestellt und
von dem Servoverstärker (232) erfasst wird.

11. Verfahren nach Anspruch 10,das ferner das Anwei-
sen des Servoverstärkers (232) für eine Geschwin-
digkeit von im Wesentlichen Null vor dem Einführen
des Paketes (130) umfasst.

12. Verfahren nach Anspruch 10 oder 11, das ferner Fol-
gendes umfasst:

Bereitstellen eines Getriebes (200, 300), das
zum Summieren der ersten Drehmomenteinga-
be und der zweiten Drehmomenteingabe zum
Antrieb des Förderers (120) ausgelegt ist.

13. Verfahren nach Anspruch 12,das ferner Folgendes
umfasst:

Aufzeichnen eines Tarawerts des zweiten Dreh-
moments des Servomotors, während der För-
derer (120) entladen wird;
Aufzeichnen eines Drehmomentimpulses, der
von dem Servomotor (230) bereitgestellt wird
und auf das Einführen des Paketes (130) auf
den Förderer (120) anspricht; und
Vergleichen des Drehmomentimpulses mit dem
Tarawert zur Bestimmung des Gewichts des Pa-
kets (130).

Revendications

1. Système permettant de peser un colis en mouve-
ment, le système comportant :

un transporteur d’entrée (100) adapté à des fins
de déplacement d’un colis (130) à une première
vitesse ;
un transporteur accélérateur (120) disposé de
manière adjacente par rapport au transporteur
d’entrée (100) et agencé pour recevoir un colis
en mouvement (130) en provenance du trans-
porteur d’entrée (100) ; et
un moteur d’entraînement primaire (220) confi-
guré à des fins de mise en oeuvre d’une premiè-
re entrée de couple sensiblement constant au
niveau d’une transmission (200, 300),
caractérisé par :

un moteur d’asservissement (230) agencé
à des fins de mise en oeuvre d’une deuxiè-
me entrée de couple variable au niveau de
la transmission (200, 300), dans lequel :

la transmission (200, 300) est accou-
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plée au moteur d’entraînement primai-
re (220), au moteur d’asservissement
(230), et au transporteur accélérateur
(120) ;
la transmission est configurée pour ad-
ditionner la première entrée de couple
constant et la deuxième entrée de cou-
ple variable pour générer un couple de
sortie, et pour fournir le couple de sortie
à des fins d’entraînement du transpor-
teur accélérateur (120) à une deuxième
vitesse qui est différente de la première
vitesse ; et
le premier couple constant est sensi-
blement supérieur à une plage maxi-
male du deuxième couple variable.

2. Système selon la revendication 1, dans lequel le pre-
mier couple constant est au moins d’un ordre de
grandeur supérieur à une valeur maximale du
deuxième couple variable fourni par le moteur d’as-
servissement (230).

3. Système selon la revendication 1 ou la revendication
2, et comportant par ailleurs un amplificateur d’as-
servissementen boucle fermée (232) accouplé au
moteur d’asservissement (230) ; dans lequel l’am-
plificateur d’asservissement (232) est agencé pour
fournir des données de couple ou de courant de mo-
teur en réponse au fonctionnement du moteur d’as-
servissement (230) à des fins d’utilisation pour le
pesage d’un colis.

4. Système selon la revendication 3, dans lequel la
transmission comporte un ensemble à engrenage
épicycloïdal (300).

5. Système selon la revendication 4, dans lequel le mo-
teur d’asservissement (230) est accouplé à un pla-
nétaire (320) de l’ensemble à engrenage épicycloï-
dal (300), le moteur d’entraînement primaire (220)
est accouplé à une couronne (302) de l’ensemble à
engrenage épicycloïdal (300), et le transporteur ac-
célérateur (120) est accouplé à un porte-satellites
(310) de l’ensemble à engrenage épicycloïdal (300).

6. Système selon la revendication 5, dans lequel un
rapport entre la couronne (302) et le planétaire (320)
est inférieur à un ; et un rapport entre la couronne
(302) et le porte-satellites (310) est supérieur à un.

7. Système selon l’une quelconque des revendications
4 à 6, comportant par ailleurs un engrenage à vis
sans fin (380) agencé à des fins d’accouplement du
moteur d’entraînement primaire (220) à la couronne
(302).

8. Système selon la revendication 7, dans lequel le rap-

port de l’engrenage à vis sans fin est approximati-
vement de 30:1.

9. Système selon la revendication 8, dans lequel :

un rapport entre les engrenages du planétaire
et du porte-satellites est approximativement de
4:1 ;
un rapport entre les engrenages de la couronne
et du porte-satellites est approximativement de
1,33:1 ; et
un rapport entre les engrenages de la vis sans
fin et du porte-satellites est approximativement
de 40:1 ;
ce par quoi la transmission (300) met en oeuvre
un faible rapport d’engrenage entre le moteur
d’entraînement primaire (220) et le transporteur
accélérateur (120), de telle sorte qu’un change-
ment de masse dû à l’introduction du colis (130)
en cours de pesage sera sensiblement invisible
vis-à-vis du moteur d’entraînement primaire
(220), tout en étant mesurable par le moteur
d’asservissement (230) par le biais du planétai-
re (320).

10. Procédé permettant de peser un colis en mouvement
(130) comportant les étapes consistant à :

mettre en oeuvre un moteur d’entraînement pri-
maire (220) configuré à des fins de mise en
oeuvre d’une première entrée de couple sensi-
blement constant à des fins d’entraînement d’un
dispositif de transport (120) à une première vi-
tesse sensiblement constante,
caractérisé par :

la mise en oeuvre d’un moteur d’asservis-
sement (230) agencé à des fins de mise en
oeuvre d’une deuxième entrée de couple
variable au dispositif de transport (120),
dans lequel la plage de couple du moteur
d’asservissement est de l’ordre d’approxi-
mativement un ordre de grandeur inférieur
au premier couple fourni par le moteur d’en-
traînement primaire (220) ;
la mise en oeuvre d’un amplificateur d’as-
servissement (232) à des fins de comman-
de du moteur d’asservissement (230) selon
une configuration d’asservissementen bou-
cle fermée ;
l’introduction d’un colis (130) sur le dispositif
de transport en mouvement (120) à une vi-
tesse différente de la première vitesse ;
le contrôle d’un changement résultant au ni-
veau du couple ou courant du moteur fourni
par le moteur d’asservissement (230) ; et
la détermination d’un poids du colis (130)
en fonction du changement au niveau du
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couple ou courant du moteur fourni par le
moteur d’asservissement (230) détecté par
l’amplificateur d’asservissement (232).

11. Procédé selon la revendication 10 et comportant par
ailleurs l’étape consistant à commander l’amplifica-
teur d’asservissement (232) jusqu’à une vitesse de
sensiblement zéro avant l’introduction du colis (130).

12. Procédé selon la revendication 10 ou la revendica-
tion 11 et comportant par ailleurs :

l’étape consistant à mettre en oeuvre une trans-
mission (200, 300) agencée pour additionner la
première entrée de couple et la deuxième entrée
de couple à des fins d’entraînement du dispositif
de transport (120).

13. Procédé selon la revendication 12 et comportant par
ailleurs :

l’étape consistant à enregistrer une valeur de
tare du deuxième couple du moteur d’asservis-
sement alors que le dispositif de transport (120)
est déchargé ;
l’étape consistant à enregistrer une impulsion
de couple fournie par le moteur d’asservisse-
ment (230) en réponse à ladite introduction du
colis (130) sur le dispositif de transport (120) ; et
l’étape consistant à comparer l’impulsion de
couple et la valeur de tare pour déterminerle
poids du colis (130).
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