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Description 

The  present  invention  relates  to  an  automatic 
splicing  apparatus  for  continuous  packaging  that 
enables  continuous  supply  operations  for  attaching 
devices  without  interruption,  such  as  for  a  straw- 
attaching  device  supplied  with  a  continuous  pack- 
aging  web  having  rod-shaped  products  like  bev- 
erage  straws  continuously  packaged  thereon  at 
regular  intervals. 

As  commercial  containers  of  juice,  etc.,  paper 
containers  shown  in  Fig.  8  called  package  contain- 
ers  are  used.  For  the  sale  of  juice  in  this  type  of 
container  P,  a  straw  B  is  an  accessory  of  that 
container  P  and  is  packaged  for  sanitary  purposes 
and  attached  as  a  package  A. 

The  packaging  of  the  straw  B  forms  a  web  of 
packaged  product  D  shown  in  Fig.  7,  where  two 
sheets  of  belt-shaped  film  continuing  lengthwise 
wrap  straws  B  in  the  width  direction  at  regular 
intervals.  This  web  D  is  paid  out  of  a  roll  (a  roll  of 
larger  diameter  than  shown  in  the  figure  when  the 
machine  is  first  loaded)  and  the  attaching  operation 
is  automatically  performed  by  separating  said  web 
D  at  the  fused  sections  C  between  adjacent  straws 
and  attaching  the  separated  straws  B  one  at  a  time 
as  individually  wrapped  packages  A  to  the  contain- 
ers  P. 

The  aforesaid  web  which  is  continuous  pack- 
aged  is  loaded  on  the  machine  as  a  roll  and 
sequentially  paid  out  and  fed  to  a  cutting  device. 
Supplying  a  new  web  after  the  entire  roll  of  the 
web  of  packaged  product  was  spent  has  required 
the  shutdown  of  the  machines  temporarily,  how- 
ever.  Hence,  the  aforesaid  operation  could  not  be 
continuous,  and  the  shutdown  has  led  invariably  to 
a  drop  in  operating  efficiency. 

To  resolve  the  above  problems,  the  applicant 
proposed  previously  an  automatic  connecting  ap- 
paratus  for  continuous  packaging  in  Jap.  Pat.  Appl. 
Sho  57-161766  and  as  disclosed  in  Jap.  Pat.  Pub. 
Sho  59-51031,  wherein  a  forced  feeding  roller  is 
installed  along  the  conveying  pathway  of  belt- 
shaped  continuous  packaging  and  rotates  faster 
than  the  pay-out  velocity  of  the  product  to  be 
packaged.  When  the  trailing-end  of  the  continuous 
packaging  approaches  and  such  an  occurrence  is 
detected,  said  force-feeding  roller  is  rotated  quickly 
to  create  slack  for  the  continuous  packaging  ahead 
of  said  roller  and  the  starting-end  of  a  new  spare 
web  is  set  on  an  arc-shaped  platform  at  the  rear  of 
said  force-feeding  roller,  and  a  press  roller  estab- 
lished  between  the  force-feeding  roller  and  convey- 
ing  pathway  to  engage  and  disengage  from  said 
force-feeding  roller  is  transferred  to  the  rear  along 
the  outer  circumference  of  the  arc-shaped  platform 
along  the  upper  surface  of  the  trailing-end  of  the 
web  in  use,  whereby  said  final  end  can  connect  to 

the  starting-end  of  the  aforesaid  new  continuous 
packaging. 

Next,  in  order  to  supply  rolled  web  continu- 
ously,  another  company  has  proposed  a  continuous 

5  supply  method  and  apparatus  of  continuous  straw 
packages  in  Jap.  Pat.  App.  Sho  63-302511  (Jap. 
Pat.  Pub.  Hei  2-152640).  This  discloses  art, 
wherein  straws  are  cut  during  transfer  from  continu- 
ous  straw  packaging  maintained  on  the  outer  cir- 

io  cumference  of  a  drum  and  transferred  from  the 
rotating  drum  to  container-adhering  positions  for 
transferring  while  continuous  straw  packaging  is 
paid  out  to  the  rotating  drum  from  a  supply  roll, 
whereby  during  the  retention  on  the  outer  circum- 

75  ference  and  rotated  transfer  of  the  rotating  drum 
the  roll  on  stand-by  retains  the  leading  end  of 
continuous  straw  packaging  at  the  side  of  the  rotat- 
ing  drum  by  a  retaining  means,  and  when  the 
aforesaid  continuous  straw  packages  finish  spool- 

20  ing  their  supply  to  the  rotating  drum,  the  aforesaid 
retaining  means  is  brought  near  to  the  rotating 
drum  to  hand  over  and  hold  the  leading  end  of  the 
continuous  straw  packages  on  stand-by  for  the 
outer  circumference  of  the  rotating  drum  to  enable 

25  continued  pay-out  and  supplying  of  said  packages. 
The  automatic  connecting  apparatus  for  con- 

tinuous  packaging  pertaining  to  the  former  applica- 
tion  proposal  pursuant  to  the  foregoing  automati- 
cally  and  efficiently  performs  connecting  of  the 

30  final  end  (trailing-end)  and  starting-end  of  a  new 
web,  whenever  the  paid  out  web  approaches  the 
end  of  a  supply  roll.  Because  connection  proceeds 
with  a  final  section  near  the  core  of  the  roll,  how- 
ever,  a  strong  curl  or  a  poor  shape  at  the  final  end 

35  has  prevented  correct  fitting  into  the  packaging 
slots  (straw  slots)  established  at  a  regular  pitch  on 
the  arc-shaped  platform  resulting  in  poor  connec- 
tion  and  considerable  trouble. 

The  automatic  connecting  apparatus  for  con- 
40  tinuous  packaging  pertaining  to  the  latter  applica- 

tion  proposal  pursuant  to  the  foregoing  cannot  sup- 
ply  continuous  straw  packaging  on  machines  which 
do  not  employ  a  rotating  drum.  When  straws  are 
applied  to  containers  from  a  rotating  drum,  more- 

45  over,  unless  transfer  of  the  leading  end  of  the 
continuous  straw  packaging  to  the  outer  circum- 
ference  of  the  rotating  drum  succeeds,  the  applica- 
tion  of  straws  to  the  containers  encountered  a 
problem  of  drop-outs. 

50  The  present  invention  has  noted  the  above 
areas  of  concern,  and  proposes  to  furnish  an  auto- 
matic  connecting  apparatus  for  continuous  pack- 
aging,  wherein  regardless  of  the  presence  or  not  of 
a  cutting  drum  (rotating  drum),  no  attachment  drop- 

55  outs  to  containers  occur,  and  connection  problems 
due  to  curling  are  prevented  when  the  final  end 
(trailing-end)  of  continuous  packaging  and  the  start- 
ing-end  of  new  continuous  packaging  are  connect- 
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ed. 
A  splicing  apparatus  as  defined  in  the  pre- 

amble  of  claim  1  has  been  known  from  GB-A-2  189 
226.  This  prior  art  apparatus  is  for  splicing  a  label 
carrying  web  which  is  fed  stepwise  to  a  labeling 
machine,  and  the  splicing  operation  is  initiated 
when  the  web  is  stationary.  The  path  length  from 
the  splicing  mechanism  and  a  label  sensing  means 
is  adjustable  so  that  the  web  is  cut  at  a  position 
between  adjacent  labels.  This  prior  art  splicing 
machine  is  not  suitable  for  solving  the  above  men- 
tioned  specific  problems  of  splicing  webs  carrying 
packaged  products,  such  as  straws,  forming  protru- 
sions. 

To  achieve  the  aforementioned  object  the  in- 
vention  provides  a  splicing  apparatus  as  defined  in 
claim  1. 

Preferably,  the  braking  means  comprises  a 
braking  and  positioning  roller  that  fits  in  between 
adjacent  protrusions  at  regular  pitch  intervals  on 
the  web  by  a  driving  piece  activated  in  accordance 
with  signals  from  said  detecting  means  and  that 
thus  freely  advances  and  recedes  at  the  aforesaid 
pathway  via  a  spring. 

For  the  trailing-end  positioning  means  of  the 
web  of  packaged  product,  positioning  is  satisfac- 
tory  where  an  interacting  piece  is  driven  diagonally 
relative  to  the  conveying  direction  piece  is  driven 
diagonally  relative  to  the  conveying  direction  of  the 
web  to  advance  and  recede  freely,  faces  the 
bumpy  surface  formed  by  the  bulged  sections  of 
said  web  of  packaged  product  at  the  conveying 
pathway  of  web,  and  is  attached  to  the  leading 
edge  of  a  mobile  piece  installed  to  reciprocated  in 
the  conveying  direction  of  the  web,  and  whenever 
the  aforesaid  braking  means  brakes  and  stops  the 
trailing-end  of  the  web,  the  aforesaid  interacting 
piece  interacts  with  and  moves  the  aforesaid 
bulged  sections  in  the  conveying  direction  so  in 
effect  the  trailing-end  positioning  means  clamps 
the  web  of  packaged  product  between  the  interact- 
ing  piece  and  a  retaining  piece  which  is  attached 
on  the  conveying  pathway-side  to  freely  advance 
or  recede  and  which  faces  the  interacting  piece 
across  from  the  conveying  pathway,  and  moves  the 
web  of  packaged  product  to  tension  it  by  stretching 
while  also  creating  slack  in  it  for  the  processes 
beyond  the  trailing-end  positioning  means. 

Next,  as  a  desirable  installation  of  a  means  for 
cutting  and  separating  the  trailing-end  and  pressing 
the  new  trailing-end,  a  fixed  blade  and  mobile 
blade  are  installed  on  opposing  sides  of  the  con- 
veying  pathway  of  the  web  of  packaged  product  so 
that  said  mobile  blade  is  fastened  to  a  mobile 
cutting  piece  established  to  reciprocate  at  a  right- 
angular  direction  relative  to  the  aforesaid  conveying 
direction  and  furnished  with  multiple  slots  of  a 
prescribed  pitch  that  fit  in  between  the  aforesaid 

bulged  sections  of  the  web  of  packaged  product 
wherein  a  new  trailing-end  of  web  is  cut  and 
formed  while  the  web  of  packaged  product  is  si- 
multaneously  sheared  and  is  held  between  said 

5  mobile  cutting  piece  and  aforesaid  retaining  piece 
to  enable  pressing  onto  the  starting-end  of  spare 
web. 

Finally,  for  the  positioning  piece  for  the  start- 
ing-end  of  spare  web  of  packaged  product,  a  suc- 

io  tion  surface,  parallel  and  facing  the  aforesaid  con- 
veying  pathway,  for  positioning  and  holding  by 
suction  the  new,  cut  and  formed,  starting-end  of 
spare  web  which  has  cellophane  tape  attached  for 
connecting,  multiple  slots  of  a  prescribed  pitch  on 

is  the  other  side  of  the  suction  surface  for  the  bulged 
sections  of  the  spare  web  to  fit  in  between,  and  a 
jig  forming  a  cutting  slot  in  order  to  form  the 
starting-end  of  spare  web  of  packaged  product  at 
prescribed  positions  between  said  slots  provide  an 

20  advantageous  arrangement. 
For  an  apparatus  with  the  constitution  above, 

as  the  operation  of  the  main  unit  to  which  said 
apparatus  is  attached  consumes  packaging  when- 
ever  the  trailing-end  of  continuous  packaging  in 

25  use  is  detected,  said  trail  end  is  stopped  by  the 
braking  applied  by  the  trail  end  braking  means. 

The  interacting  movement  between  the  inter- 
acting  piece  and  bulged  sections  of  the  web  ac- 
cording  to  the  trailing-end  positioning  means  en- 

30  ables  the  tensioning  of  said  web  of  packaged  prod- 
uct  while  holding  the  trailing-end  for  positioning  of 
the  bulged  sections  at  regular  pitch  intervals  on  the 
web  to  prescribed  positions.  On  the  positioning 
piece  for  the  starting  end  of  spare  web,  the  start- 

35  ing-end  of  spare  web  formed  by  partially  cutting 
the  leading  end  initially  at  the  cutting  slot  is  held 
by  suction  and  positioned  to  allow  connection  of 
the  new  trailing-end  of  the  web  in  use,  and  thus  the 
spare  web  is  on  stand-by. 

40  One  reciprocation  of  the  means  for  cutting  and 
separating  the  trail  end  and  pressing  the  new  trail- 
ing-end  which  is  displaced  orthogonally  from  the 
conveying  direction  of  the  web  in  use  enables  the 
trailing-end  section  to  be  positioned  and  the  trail- 

45  ing-end  portion  of  the  web  which  is  curled  and  in 
use  under  a  tensioned  and  positioned  condition  to 
be  cut  and  separated  at  the  prescribed  position. 
While  retaining  form,  the  new  trailing-end  portion 
moves  at  a  right-angular  direction  relative  to  the 

50  aforesaid  conveying  direction,  and  the  new  trailing- 
end  portion  is  automatically  pressed  and  accurately 
joined  to  the  joint  of  the  starting-end  of  the  new 
web  at  stand-by  on  the  aforesaid  starting-end  posi- 
tioning  piece  for  spare  web.  Later,  the  spare  web 

55  joined  manually  or  by  other  means  is  transferred  to 
the  original  pathway  of  the  web  so  that  supply  and 
conveyance  of  continuous  packaging  remains  con- 
tinuous.  Whenever  the  web  upstream  stops  mov- 
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ing,  the  trailing-end  positioning  means  of  the  web 
moves  in  the  conveying  direction  of  the  web  and 
provides  slack  in  the  web  of  packaged  product  for 
the  processes  beyond  the  trailing-end  positioning 
means,  such  that  conveying  and  pressing  occurs 
without  any  problem. 

When  the  trailing-end  detection  means  for  the 
web  detects  and  applies  the  brakes  to  the  trailing- 
end  of  the  web,  the  braking  and  positioning  roller  is 
employed  via  a  spring.  Thus  during  braking,  the 
braking  and  positioning  roller  fits  in  between  the 
bulged  sections  at  regular  pitch  intervals  along  the 
web  and  presses  the  web.  Consequently,  the 
pressed  trailing-end  is  firmly  held  and  stopped  at  a 
regular  position.  In  contrast,  when  the  main  unit  is 
operating  and  the  web  is  passing  through  the  ap- 
paratus  without  any  braking,  the  spring  enables 
reciprocating  movement  of  said  roller  and  the  web 
passes  through  without  any  obstacle,  even  though 
said  roller  might  be  touching.  Whenever  newly 
connected  web  is  transferred  to  the  conveying 
pathway  in  use  from  the  connecting  position  after 
completion  of  the  connecting  operation  for  the  web 
,  the  spring  action  removes  said  roller  from  the 
pathway  and  provides  easy  changing  of  position. 

As  the  trailing-end  positioning  means  for  the 
web  an  interacting  piece  for  the  bulged  sections  of 
the  web  of  packaged  product  is  installed  to  ad- 
vance  and  recede  diagonally  relative  to  the  convey- 
ing  direction  of  the  web.  Said  interacting  piece 
hooks  into  the  bulged  sections  of  the  web  whose 
trailing-end  portion  is  fixed,  and  autonomously  in- 
teracts  without  disengaging.  The  movement  of  the 
mobile  piece  equipped  with  the  interacting  piece  in 
the  conveying  direction  stably  tensions  and  posi- 
tions  the  trailing-end  of  the  web  and  creates  slack 
on  the  downstream  side. 

For  the  means  for  cutting  and  separating  the 
trailing-end  and  pressing  the  new  trailing-end,  fas- 
tening  a  mobile  blade  to  a  mobile  piece  installed  to 
reciprocate  orthogonally  relative  to  the  aforesaid 
conveying  direction  and  furnished  with  multiple 
slots  of  a  prescribed  pitch  for  the  bulged  sections 
of  the  web  of  packaged  product  to  fit  in  between 
enables  the  prescribed,  new  trailing-end  portion  to 
be  formed  on  the  used  web  by  one  reciprocating 
movement  of  said  means  and  allows  said  new 
trailing-end  portion  to  be  easily  and  accurately 
pressed  onto  the  starting-end  of  spare  web. 

Finally,  for  the  positioning  piece  for  the  start- 
ing-end  of  spare  web,  the  formation  of  slots  for 
fitting  the  bulged  sections  of  the  spare  web  and  a 
cutting  slot  at  the  prescribed  position  between  said 
slots  as  a  jig  on  the  other  side  of  the  suction 
surface  for  positioning  and  holding  by  suction  the 
new,  cut  and  formed,  starting-end  of  the  spare  web 
to  which  connecting  cellophane  tape  is  attached 
enables  accurate  cutting  and  forming  of  the  start- 

ing-end,  which  is  the  prescribed  joint  of  the  spare 
web,  by  inserting  the  bulged  sections  of  the  lead- 
ing  end  of  spare  web  and  enables  accurate  con- 
necting  of  the  web  by  cellophane  tape. 

5  A  preferred  embodiment  of  the  present  inven- 
tion  is  described  on  the  basis  of  the  attached 
drawings. 

Fig.  1  is  the  front  view  of  the  apparatus  in  a 
state  when  the  spare  web  (second  web)  is  wait- 

io  ing  and  the  web  in  use  (first  web)  is  flowing, 
Fig.  2  is  the  side  view  of  Fig.  1  along  I  to  I, 
Fig.  3  is  the  front  view  of  a  detail  of  the  appara- 
tus  showing  the  starting-end  of  the  second  web 
being  cut  and  formed, 

is  Fig.  4  is  a  view  showing  the  waiting  condition  for 
the  starting-end,  held  by  suction  and  positioned, 
which  had  been  formed  for  connecting  to  the 
second  web,  at  the  starting-end  positioning 
piece  for  the  second  web, 

20  Fig.  5  is  the  front  view  of  the  apparatus  in  a 
state  when  the  curled  trailing-end  of  the  first 
web  is  cut  and  separated  and  the  new  trailing- 
end  thus  formed  is  pressed  on  and  connected  to 
the  starting-end  of  the  second  web, 

25  Fig.  6  is  a  front  view  illustrating  the  retaining 
surface  of  the  retaining  piece, 
Fig.  7  is  a  view  illustrating  the  rolled  condition  of 
the  web  of  packaged  product  that  has  straws 
packaged  at  regular  intervals,  and 

30  Fig.  8  is  a  view  describing  the  condition  of  use 
for  the  separated  packages  of  the  aforesaid 
web. 

In  the  embodiment,  straws  for  attaching  to  a 
commercial  container  of  juice,  etc.,  to  be  packaged 

35  by  continuous  packaging  are  illustrated  for  exam- 
ple.  The  present  invention,  however,  is  not  particu- 
larly  limited  to  this  example,  and  may  be  a  syn- 
thetic-resin  spoon  used  for  yogurt,  gelatin,  etc. 
Guide  pieces  2,  2  as  a  left-right  pair  are  installed 

40  parallel  on  the  front  of  the  vertical  support  plates  1  , 
1'  installed  on  part  of  the  main  unit.  The  space 
between  the  both  guide  pieces  2,  2  is  the  pathway 
of  the  first  web  D,  which  is  the  continuous  pack- 
aging.  Near  both  guide  pieces  2,  2  a  conventionally 

45  known  micro  switch  is  installed  as  a  means  3  for 
detecting  the  trailing-end  of  the  first  web  D  succes- 
sively  paid  out  and  passing  between  said  guide 
pieces.  Both  guide  pieces  2,  2  consist  of  a  pair  of 
bars  22,  22  which  are  bevelled  on  the  upper  sur- 

50  faces  and  have  a  pair  of  guide  rods  21  ,  21  dropped 
front  to  back  (left  to  right  relative  to  the  width  of  the 
web).  Between  said  guide  rods  21  ,  21  the  detection 
lever  31  of  the  micro  switch  which  is  the  means  for 
detecting  is  placed  in  the  pathway  of  the  first  web 

55  D  and  arranged  for  a  signal  that  applies  the  brakes 
to  movement  of  the  first  web  to  be  emitted  from 
said  micro  switch  when  the  trailing-end  of  the  first 
web  D  passes. 

4 
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The  sides  of  both  aforesaid  guide  pieces  2,  2 
(upper  right  in  Fig.  1)  are  provided  for  bearing  the 
shaft  support  (4b)  of  the  braking  and  positioning 
lever  4  on  the  support  plates  to  swing  freely  as  the 
trailing-end  braking  means  10  of  the  first  web  in 
order  to  brake  and  position  the  conveyed  first  web 
D,  for  attaching  the  shaft  of  the  braking  and  posi- 
tioning  roller  4a  at  the  lower  end  of  said  lever  4, 
and  for  rotating  said  lever  4  clockwise  via  a  spring 
5  at  the  upper  end.  A  manual  lever  knob  4c  is 
imbedded  on  said  lever  at  a  prescribed  position 
below  the  shaft  support  (4b).  When  the  first  web  D 
is  positioned  initially  on  the  pathway,  said  roller  can 
thus  be  manually  removed  from  the  pathway. 

The  air  cylinder  7  for  activating  the  braking  and 
position  lever  is  supported  by  a  shaft  7b  on  the 
support  plate  1  at  the  prescribed  position  to  the 
right  of  said  lever  4.  A  shaft  61  on  the  middle  part 
of  a  linking  lever  6  supported  by  a  shaft  6b  above 
the  support  plate  1  is  attached  to  the  lower  part  of 
the  cylinder's  piston  linking  rod  71,  in  order  to 
drive  the  aforesaid  braking  and  positioning  lever  4 
with  the  aforesaid  spring  5  from  the  upper  end  of 
said  lever.  Facing  the  lower  path  of  the  pathway  of 
the  first  web  D  specified  by  both  aforesaid  guide 
pieces  2,  2  and  below  the  left  guide  rod  21,  a 
support  block  8  with  a  prescribed  pathway  length  is 
established  to  support  the  first  web  D  whenever  the 
aforesaid  positioning  roller  4a  presses  the  first  web 
D,  and  guides  the  conveyed  first  web  D  and 
clamps  said  first  web  D  between  the  aforesaid 
roller  4a. 

Hence,  the  signal  detecting  passage  of  the 
trailing-end  of  the  first  web  from  the  aforesaid 
detection  means  3  activates  the  aforesaid  cylinder 
7  and  enables  the  linking  lever  6  to  rotate  clock- 
wise  and  the  braking  and  positioning  lever  4  to 
rotate  similarly  clockwise  via  the  spring  5,  where- 
upon  brakes  are  applied  to  the  trailing-end  of  the 
first  web  D  by  fitting  and  pressing  the  positioning 
roller  4a  below  said  lever  between  the  mutually 
adjacent  bulged  sections  of  the  moving  web,  and 
thus  position  and  stop  the  portion  of  the  trailing- 
end  to  be  cut. 

At  the  lower  end  face  of  the  aforesaid  support 
block  8,  an  upper  fixed  blade  9a,  whose  blade  for 
cutting  the  web  is  sloped  in  the  width  direction,  is 
fastened,  and  a  lower  mobile  blade  9b  is  fastened 
on  the  upper  surface  of  the  press  block  15  de- 
scribed  herein  and  that  moves  orthogonally  relative 
to  the  pathway  of  the  web  for  the  means  9b  for 
cutting  and  separating  the  trailing-end  and  pressing 
the  new  trailing-end,  whereby  the  prescribed  posi- 
tions  between  the  bulged  sections  of  the  web 
which  has  been  braked  and  stopped  are  cut  be- 
tween  the  aforesaid  fixed  and  mobile  blades.  The 
described  press  block  15  faces  the  pathway  of  the 
first  web  D  and  is  furnished  with  a  slotted  rubber 

section  15a  in  order  to  press  and  join  the  newly 
formed  trailing-end  of  the  first  web  D  to  the  con- 
nectingpart  of  the  starting-end  d'  of  a  spare  second 
web  D',  namely  the  adhesive  surface  of  the  at- 

5  tached  cellophane  tape  T  slightly  protruding  from 
the  lip  of  said  starting-end  on  the  back  face  of  said 
starting-end  d'  (see  Fig.  4). 

The  said  press  block  15  is  fastened  to  the 
piston  rod  20i  of  an  air  cylinder  20  which  is  in- 

io  stalled  on  a  frame  whose  installation  projects  for- 
ward  from  the  aforesaid  support  plate  1',  and  recip- 
rocates  freely  between  the  prescribed  length  or- 
thogonally  to  the  web  pathway.  The  slotted  rubber 
section  15a  consists  of  silicone  rubber  inside  with  a 

is  Teflon  film  covering  on  the  outer  surface  and  is 
furnished  with  multiple  slots  at  prescribed  positions 
corresponding  to  the  bulged  sections  of  the  web  to 
enable  effective  joining  of  the  web  during  pressing 
and  joining. 

20  The  forward  guide  rod  22b  (right  side  in  Fig.  2) 
of  the  guide  rods  22a,  22b  installed  to  the  left  and 
right  of  the  piston  rod  20i  next  to  the  press  block 
has  a  vacuum  release  lever  23,  installed  to  release 
the  vacuum  suction  of  the  vacuum  plate  28  in  the 

25  positioning  piece  for  the  second  web  described 
herein,  whereby  said  lever  presses  a  vacuum  hand 
valve  (not  illustrated)  when  said  press  block  15  has 
travelled  to  the  left  end  and  cuts  vacuum  suction  of 
the  vacuum  plate  28  to  enable  the  joined  web 

30  (second  web  portion)  to  be  easily  peeled  away 
from  the  vacuum  plate  28  and  moved  to  the  con- 
veying  pathway  for  the  web  (the  pathway  in  use). 

Below  the  fixed  blade  9a  fastened  to  the  lower 
face  of  said  support  block  8  at  a  prescribed  dis- 

35  tance,  a  retaining  piece  14  for  holding  between  the 
slotted  rubber  15a  of  the  press  block  the  new 
trailing-end  portion  of  the  web  in  use  whose  trail- 
ing-end  was  cut  and  for  moving  the  new  trailing- 
end  at  a  right-angular  direction  relative  to  the  con- 

40  veying  pathway  of  the  web  is  fastened  and  in- 
stalled  on  the  ends  of  a  left-right  pair  of  guide  rods 
18,  18  in  the  width  direction  of  the  web  guided  to 
the  guide  block  16  (see  Fig.  6).  The  front  retaining 
face  of  said  retaining  piece  14  is  ordinarily  located 

45  along  the  conveying  pathway  of  the  first  web  ac- 
cording  to  the  action  of  a  spring  17  coiled  on  the 
guide  rod  between  said  retaining  piece  14  and 
guide  block  16  and  applied  to  a  stopper  19  fas- 
tened  to  the  rear  end  of  said  rod.  When  the  press 

50  block  is  driven  (travel  to  the  left  in  Fig.  1),  said 
retaining  piece  14  recedes  and  the  front  retaining 
face  comes  to  essentially  the  same  plane  as  the 
vacuum  surface  of  the  vacuum  plate  28  of  the 
positioning  piece  13  for  the  starting-end  of  the 

55  second  web. 
The  upper  part  of  said  retaining  piece  14  is 

installed  to  face  the  slotted  rubber  section  15  of  the 
press  block  15  as  described  above,  while  the  lower 

5 
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part,  whenever  the  interacting  pins  25i  ,  which  are 
the  interacting  pieces  for  the  first  web  of  the  trail- 
ing-end  positioning  means  12  that  tension  and  po- 
sition  the  trailing-end  d  of  the  first  web  described 
herein,  interacts  with  the  bulged  sections  of  the 
first  web  and  moves  below  (hooks  the  bulged  sec- 
tions)  to  stop  the  first  web  D  whose  upper  part  has 
been  braked  and  stopped,  stably  holds  the  web 
between  said  interacting  pins. 

For  this  reason  on  said  lower  part,  a  flat  rubber 
piece  14a  of  a  prescribed  width,  corresponding  to 
the  pair  of  aforesaid  interacting  pins  25i  (see  Fig. 
2)  established  in  the  width  direction,  is  fabricated 
with  sponge  rubber  inside  whose  surface  is  cov- 
ered  with  Teflon  sheeting  (see  Fig.  6)  to  prevent 
damage  to  the  web  when  the  aforesaid  interacting 
pins  move  downward. 

The  aforesaid  means  12  to  tension  and  position 
the  trailing-end  of  the  web  is  installed  below  the 
aforesaid  press  block  at  its  normal  status,  above 
the  guide  plate  24  of  a  prescribed  shape  facing  the 
lower  front  surface  (right  side  face  of  retaining 
piece  14  shown  in  Fig.  1  of  the  aforesaid  retaining 
piece  at  its  normal  status.  A  pair  of  interacting  pins 
25i  ,  25i  are  installed  to  advance  and  recede  freely 
in  the  diagonal  downward  direction,  from  a  small 
cylinder  25  above  a  slide  block  26  that  can  slide 
and  from  the  back  surface  of  a  guide  plate  24 
fastened  above  a  piston  rod  27i  of  an  air  cylinder 
27  attached  to  the  lower  back  surface  of  said  guide 
plate  24,  via  a  pair  of  long  holes  24i  ,  24i  .  The 
interacting  movement  downward  for  the  aforesaid 
interacting  pins  25i  is  oriented  toward  the  convey- 
ing  pathway  of  the  aforesaid  web,  and  consists  of 
driving  the  air  cylinders  25,  27  sequentially  to  pro- 
ject  the  interacting  pins  25i  ,  and  interacting  with 
and  lowering  the  bulged  sections  of  the  web,  when- 
ever  the  trailing-end  of  the  first  web  D  in  use  is 
detected  and  said  trailing-end  is  braked  and  stop- 
ped. 

Next,  below  the  second  web  D'  for  connecting 
placed  nearly  parallel  to  the  left  of  the  pathway  of 
the  first  web  D  for  connecting  to  the  trailing-end  of 
said  first  web,  to  the  lower  left  of  the  left  guide 
piece  2  across  from  the  aforesaid  pathway  of  the 
aforesaid  trailing-end  braking  means  10  at  a  pre- 
scribed  distance  from  the  aforesaid  support  block 
8,  the  starting-end  positioning  piece  13  for  the 
second  web  that  forms  the  starting-end  d'  of  the 
second  web  d'  to  be  connected  to  the  trailing-end 
of  the  web  in  use  and  that  positions  said  starting- 
end  for  connecting  is  installed  above  the  guide 
rods  18  of  the  new  trailing-end  retaining  piece  14 
of  the  aforesaid  web  in  use.  As  the  view  of  said 
positioning  piece  in  Fig.  4  shows,  the  starting-end 
positioning  piece  13  of  the  waiting  second  web  d' 
is  furnished  with  multiple  slots  13i,  13i  for  insert- 
ing  and  positioning  the  bulged  straw  sections  of  the 

starting-end  of  the  second  web  on  the  back  face  of 
a  block  with  a  prescribed  height  and  thickness  and 
width  slightly  larger  than  the  width  of  said  web  as  a 
jig,  and  a  cutting  slot  132  on  the  projecting  section 

5  between  mutually  adjacent  slots  on  the  lower  part 
extending  in  the  width  direction  to  cut  the  flat 
sections  between  the  bulged  sections  of  the  web. 

For  connecting  the  second  web  to  the  new 
trailing-end  portion  formed  on  the  first  web  in  use, 

io  said  starting-end  positioning  piece  13  of  the  sec- 
ond  web  product  allows  the  bulged  straw  sections 
of  the  starting-end  of  the  second  web  to  fit  in 
between  the  slots  13i,  13i  first,  whereby  a  cutting 
blade  N,  etc.,  is  employed  to  cut  the  prescribed 

is  positions  between  the  bulged  sections  with  the 
cutting  slot  132  and  forms  a  new  starting-end  d'  for 
connecting  (see  Fig.  3).  On  the  back  face  of  the 
new  starting-end  thus  cut  and  formed,  cellophane 
tape  T  is  attached  slightly  protruding  from  the  lip  of 

20  the  starting-end  section  (see  Fig.  4). 
Further,  on  the  side  opposing  the  back  surface 

of  the  aforesaid  support  block  on  the  reverse  side 
of  the  aforesaid  slots  13i,  13i  of  the  starting-end 
positioning  piece  13,  a  vacuum  plate  28  is  installed 

25  to  hold  by  suction  and  position  the  lower  end  of  the 
second  web  d'  which  is  waiting.  Said  vacuum  plate 
is  intended  with  small,  circular-arch-shaped,  shal- 
low  slots  28,  on  its  surface  at  positions  correspond- 
ing  to  the  back  surfaces  of  the  bulged  straw  sec- 

30  tions  of  the  second  web  to  be  positioned  and  is 
made  of  silicone  rubber  with  multiple  vacuum  air 
pores  28i  ,  28i  drilled  at  prescribed  positions  in  the 
width  direction  on  the  bottom  and  lower  parts  of 
said  shallow  slots,  whereby  the  back  surfaces  of 

35  the  bulged  straw  sections  of  the  new  starting-end 
d'  of  the  second  web  D'  cut  and  formed  at  the 
back  face  of  the  aforesaid  starting-end  positioning 
piece  13  are  sucked  from  the  inside  of  said  posi- 
tioning  piece  13  and  held  by  suction  and  posi- 

40  tioned,  and  the  cellophane  tape  T  attached  to  the 
lip  of  the  new  starting-end  is  stably  held  by  suction 
(see  Fig.  4). 

In  this  way,  when  the  new  trailing-end  d  of  the 
first  web  D  in  use  is  held  and  travels  to  the  left 

45  between  the  aforesaid  press  block  15  and  retaining 
piece,  said  new  trailing-end  section  adheres  to  the 
adhering  surface  of  the  cellophane  tape  T  for  an 
accurate  connection  between  new  and  old  web. 
Next,  the  event  of  connecting  the  starting-end  of 

50  the  waiting  second  web  to  the  trailing-end  of  the 
flowing  web,  which  is  continuously  packaged 
straws,  is  described  when  the  apparatus  of  the 
present  invention  is  used.  The  first  web  D  succes- 
sively  paid  out  from  web  D  successively  paid  out 

55  from  web  (the  figure  shows  a  small  diameter  for 
illustrating  purposes)  rolled  on  a  reel  R  on  a  roll 
support  shaft  (not  illustrated)  of  the  main  unit  and 
conveyed  to  the  straw-attaching  device  for  pack- 

6 
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aging  containers  P  is  conveyed  between  a  pair  of 
facing  guide  pieces  2,  2  located  on  the  upper  part 
of  the  connecting  apparatus  as  shown  in  Fig.  1  and 
between  a  braking  and  positioning  roller  4a  of  the 
trailing-end  braking  means  10  for  braking  the  trail- 
ing-end  of  the  web  being  conveyed  and  a  support 
block  8  across  from  the  pathway,  downward  past 
and  between  the  press  block  15  of  the  means  for 
cutting  and  separating  the  trailing-end  and  pressing 
the  new  trailing-end  and  the  retaining  piece  14  and 
between  the  lower  part  of  said  retaining  piece  and 
the  guide  plates  24  equipped  on  the  back  surfaces 
with  the  trailing-end  positioning  means  12,  and  is 
cut  into  individual  packagaes  A  in  subsequent  op- 
eration  processes. 

The  second  web  D'  rolled  on  a  spare  reel  R 
from  which  it  is  paid  out  has  its  starting-end  section 
d'  waiting  at  a  position  near  the  pathway  of  the  web 
in  use  and  flowing  in  the  connecting  apparatus.  For 
said  starting-end  d',  the  bulged  sections  are  initially 
fit  into  the  slots  13i,  13i  of  the  jig  of  the  starting- 
end  positioning  piece  13  for  the  spare  belt-shaped 
product  and  the  flat  section  between  the  lower 
bulged  sections  are  cut  with  a  cutting  blade  N  at 
the  cutting  slot  132  (see  Fig.  3),  and  cellophane 
tape  T  is  attached  on  the  back  surface  of  the  lower 
end  of  the  second  web  D'  cut  as  described  to 
protrude  slightly  at  the  lip  which  is  previously 
brought  to  a  prescribed  position  from  the  bulged 
sections  at  the  lower  end  from  the  lower  end  and 
held  to  the  vacuum  surface  of  the  vacuum  plate  28 
located  on  the  right  side  wall  of  said  positioning 
piece  for  standby  status  (see  Fig.  4).  In  this  situ- 
ation,  the  handle  valve  (not  illustrated)  installed  to 
the  front  on  the  frame  21  supporting  the  aforesaid 
means  for  cutting  and  separating  the  trailing-end 
and  pressing  the  new  trailing-end  11  is  turned  to 
provide  vacuum  for  the  vacuum  plate  28.  At  this 
time,  the  detection  lever  31  of  the  aforesaid  micro 
switch  and  the  positioning  roller  4a  ordinarily  con- 
tact  the  first  web  D  according  to  the  flow  of  the  first 
web  D  in  a  swinging  fashion. 

The  operation  of  the  main  unit  thus  advances 
until  the  trailing-end  of  the  first  web  D  in  use 
passes  between  the  aforesaid  pair  of  guide  pieces 
2,  2,  whereby  the  micro  switch  3  detects  this 
occurrence  and  starts  the  supply  operation  of  the 
second  web  D'.  Hence,  the  cylinder  7  of  the  trail- 
ing-end  braking  means  10  is  activated  upon  signal 
from  said  micro  switch  3.  Upon  return  of  the  piston 
(travel  to  right),  the  braking  and  positioning  lever  4 
rotates  clockwise  via  the  linking  lever  6  and  spring 
5,  and  the  braking  and  positioning  roller  4a  fits  in 
between  bulged  sections  of  the  first  web  D, 
presses  the  web  to  render  braking,  and  positions 
and  stops  the  trailing-end  of  said  web.  Next,  the 
small  cylinder  25  of  the  trailing-end  positioning 
means  12  is  activated  and  hooks  the  interacting 

pins  25i  of  the  piston-rod  leading  end  on  the 
bulged  sections  of  the  web.  Because  the  small 
cylinder  25  is  mounted  via  a  slide  block  26  on  the 
leading  end  of  the  piston  rod  27i  of  the  lower 

5  cylinder  27,  the  return  of  the  piston  rod  27i  upon 
cylinder  27  activation  also  lowers  the  small  cylinder 
25.  This  operation  pays  out  first  web  D  equal  to 
one  cylinder  stroke,  and  complete  the  positioning 
of  the  web  under  a  tensioned  condition  (see  Fig.  5, 

io  lower  right,  illustrating  movement  of  belt-shaped 
product  in  progress). 

Next,  the  cylinder  20  of  the  means  11  for 
cutting  and  separating  the  terminal  end  and  press- 
ing  the  new  trailing-end  is  activated  and  shears 

is  between  the  bulged  sections  of  the  web  at  its 
prescribed  position  between  the  lower  mobile  blade 
9b  installed  on  the  upper  surface  of  the  press  block 
15  and  the  upper  fixed  blade  9a  located  on  the 
lower  end  surface  of  the  aforesaid  support  block  8, 

20  allows  the  new  trailing-end  d  of  the  first  web  D  held 
in  a  positioned  status  between  the  slotted  rubber 
section  15a  on  the  front  surface  of  the  press  block 
15  and  the  retaining  piece  14  where  previously  the 
curled  trailing-end  was  cut  and  separated  to  be 

25  conveyed  to  the  lower  part  of  the  second  web  D' 
waiting  on  the  vacuum  plate  28,  and  completes 
connection  of  said  new  trailing-end  d  formed  on  the 
first  web  D  currently  flowing  and  in  use  by  allowing 
attachment  to  the  cellophane  tape  T  surface  at- 

30  tached  to  the  starting-end  d'  of  the  lower  end  of  the 
second  web  D'  on  stand-by  (see  Fig.  5).  When  the 
pressing  and  attachment  is  thus  completed,  the 
vacuum  release  lever  23  fastened  to  the  trailing- 
end  of  the  guide  rod  22b  toward  the  front  of  the 

35  aforesaid  press  block  15  enbales  the  hand  valve 
(not  illustrated)  to  be  driven. 

Consequently,  the  vacuum  suction  by  the  vacu- 
um  plate  28  of  the  aforesaid  starting-end  position- 
ing  piece  13  for  the  second  web  is  cut,  and  the 

40  connected  web  can  be  peeled  away  from  said 
vacuum  plate  and  easily  transferred  to  the  pathway 
for  web  in  operation.  After  the  transfer,  said  hand 
valve  is  returned  to  provide  the  aforesaid  vacuum 
plate  28  with  a  vacuum  in  order  to  form  the  start- 

45  ing-end  of  second  web.  Repeating  the  aforesaid 
operation  enables  web  to  be  connected  thereafter 
one  after  another.  As  described  above,  while  the 
main  unit  is  in  operation,  the  apparatus  places  the 
starting-end  of  subsequent  second  web  D'  on  the 

50  vacuum  plate  28  surface  of  the  starting-end  posi- 
tioning  piece  13  for  the  second  web  before  the  first 
web  D  in  use  is  consumed  and  disappears,  auto- 
matically  cuts  the  curled  section  on  the  trailing-end 
of  the  web  in  use,  and  connects  the  waiting  web 

55  stably  and  accurately. 
The  present  invention  provides  the  following 

beneficial  effects  according  to  the  above  described 
construction. 

7 
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When  the  web  which  is  continuous  packaging 
is  consumed  as  anticipated  by  operation  of  the 
main  unit  and  new  web  which  is  waiting  is  con- 
nected  for  continuous  supply,  the  residual  curling 
at  the  trailing-end  of  the  first  web  ordinarily  paid 
out  from  a  roll  had  previously  caused  problems 
with  unsatisfactory  connections.  The  cutting  and 
separating  of  the  curled  trailing-end  of  the  web, 
and  forming  of  a  new  trailing-end  and  enabling  its 
connection  to  the  starting-end  of  a  second  web 
eliminated  the  problem  regardless  of  the  curled 
condition  at  the  trailing-end  of  the  first  web  and 
allowed  automatic  connecting  of  new  and  old  con- 
tinuous  packaging  in  a  stable  manner  to  supply  to 
the  main-unit  mechanical  section. 

The  installation  of  a  braking  and  positioning 
roller  of  the  trailing-end  braking  means  to  advance 
and  recede  freely  via  a  spring  at  the  conveying 
pathway  of  the  web  passing  through  the  present 
apparatus  allows  braking  of  the  web  without  any 
excessive  force  on  the  web  conveyed  with  the 
braking  and  positioning  roller  fit  in  between  bulged 
sections  of  the  conveyed  web  and  also  easily  al- 
lows  the  transfer  of  the  connected  web  from  the 
connecting  position  to  the  conveying  pathway  in 
operation  by  removing  said  roller  from  the  pathway 
according  to  the  spring. 

The  trailing-end  positioning  means  of  the  web 
is  arranged  to  move  and  interact  with  the  bulged 
sections  of  the  web  in  the  conveying  direction  by 
an  interacting  piece  driven  to  advance  and  recede 
diagonally  relative  to  the  conveying  direction  of  the 
web,  to  tension  and  position  the  trailing-end  at  the 
braking  position,  and  to  create  slack  in  the  web  for 
the  processes  beyond  the  trailing-end  positioning 
means.  Because  the  new  trailing-ends  formed  ac- 
curately  according  to  the  cutting  and  removing  of 
the  curled  trailing-end  portion  of  the  web  and  slack 
is  created  for  processes  beyond  the  trailing-end 
positioning  means,  a  dancer  roller  is  not  required. 

Accurate  and  smooth  pressing  can  be  per- 
formed  by  the  new  trailing-end  pressing  means. 

The  means  for  cutting  and  separating  the  trail- 
ing-end  and  pressing  the  new  trailing-end  provides 
the  movement  of  a  mobile  cutting  piece  which  can 
perform  easy  and  accurate  connection  operations 
by  one  reciprocation  of  said  mobile  piece,  since 
the  new  trailing-end  formed  simultaneously  to 
shearing  the  web  in  use,  can  be  pressed  onto  the 
starting-end  of  the  second  web  in  a  regular  posi- 
tioned  condition  by  avoiding  the  bulged  sections 
with  a  slot  furnished  on  said  mobile  piece. 

The  slots  for  the  bulged  sections  of  the  web 
formed  on  the  starting-end  positioning  piece  for  the 
second  web  and  the  cutting  slot  allow  the  connect- 
ing  lip  to  be  formed  easily  and  accurately  on  the 
staring  end  of  the  second  web,  the  newly  formed 
new  starting-end  with  cellophane  tape  attached  to 

be  positioned  and  attached  to  the  vacuum  surface 
on  the  other  side  of  the  slotted  surface,  and  the 
connecting  of  the  newly  formed  terminal  end  of  the 
web  in  use  to  the  starting-end  of  the  second  web  to 

5  be  accomplished  accurately. 

Claims 

1.  Splicing  apparatus  for  use  in  continuous  pack- 
io  aging  for  connecting  two  webs  of  a  belt- 

shaped  product  conveyed  along  a  conveying 
path,  comprising: 
braking  means  (10)  for  braking  a  trailing-end 
(d)  portion  of  said  first  web  (D); 

is  positioning  means  (12)  for  positioning  a  portion 
of  said  first  web  (D)  downstream  of  the  braked 
trailing-end  (d)  portion; 
cutting  means  (9b)  arranged  between  the  brak- 
ing  means  (10)  and  said  positioning  means 

20  (12)  for  cutting  said  first  web  (D),  thereby  for- 
ming  a  new  trailing-end  (d); 
holding  means  (13)  for  holding  and  positioning 
the  starting-end  (d')  of  a  second  web  (D')  par- 
allel  to  said  first  web  (D)  at  a  position  adjacent 

25  to  the  cutting  means  (9b);  and 
shifting  means  (11)  for  shifting  the  new  trailing- 
end  (d)  portion  of  the  first  web  (D)  transversely 
to  the  conveying  path  towards  the  starting-end 
(d')  portion  of  the  second  web  (D')  for  pressing 

30  it  against  said  starting-end  (d')  portion  for  ad- 
hesively  connecting  it  thereto,  characterized 
in  that  each  of  said  first  and  second  webs  (D, 
D')  has  protrusions  formed  on  the  web  at  regu- 
lar  pitch  intervals,  and  that  said  braking  means 

35  (10)  and/or  the  positioning  means  (12)  engages 
between  the  protrusions  of  said  first  web  (D), 
and  further  characterized  by  means  (3)  for 
detecting  the  trailing-end  of  the  first  web  (D) 
and  by  an  interacting  piece  (25i)  associated 

40  with  the  positioning  means  (12)  through  a  mo- 
bile  piece  (25)  mounted  to  reciprocate  along 
the  conveying  direction,  said  interacting  piece 
(25i  )  engaging  between  the  protrusions  of  the 
first  web  (D)  for  moving  and  tensioning  said 

45  first  web  in  the  conveying  direction,  so  that 
said  cutting  means  cuts  the  first  web  (D)  at  a 
predetermined  position  between  the  protru- 
sions. 

50  2.  Apparatus  according  to  claim  1,  character- 
ized  by  cutting  means  (N)  associated  with  said 
holding  means  (13)  for  cutting  the  starting-end 
(d')  portion  of  the  second  web  (D')  for  forming 
a  new  starting-end  (d')  thereof  at  a  predeter- 

55  mined  position. 

3.  Apparatus  according  to  claim  1  or  2,  char- 
acterized  in  that  the  braking  means  (10)  com- 

8 
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prise  a  braking  and  positioning  roller  (4a)  fitting 
between  the  protrusions  of  the  first  web  (D) 
and  advancing  or  receding  relative  to  the  path- 
way  of  the  first  web  (D)  via  a  spring  (5)  con- 
ditioned  by  signals  from  the  detecting  means  5 
(3). 

4.  Apparatus  according  to  claims  1  to  3,  char- 
acterized  by  a  suction  surface  (28)  attached 
to  said  holding  means  (13)  and  facing  the  10 
conveying  path  for  holding  and  positioning  by 
suction  the  starting-end  (d')  of  the  second  web 
(□'). 

5.  Apparatus  according  to  the  foregoing  claims  is 
characterized  by  supply  means  for  supplying 
a  cellophane  tape  (T)  below  said  suction  sur- 
face  (28)  for  connecting  the  starting-end  (d')  of 
the  second  web  (D')  with  the  trailing-end  (d)  of 
the  first  web  (D).  20 

6.  Apparatus  according  to  the  foregoing  claims, 
characterized  by  a  retaining  piece  (14)  ar- 
ranged  below  said  holding  means  (13)  for  hold- 
ing  the  new  trailing-end  portion  (d)  of  the  first  25 
web  (D)  between  said  retaining  piece  (14)  and 
a  slotted  rubber  piece  (15a)  of  said  shifting 
means  (11)  while  connecting  the  starting-end 
(d')  with  the  trailing-end  (d). 

7.  Apparatus  according  to  the  foregoing  claims, 
characterized  in  that  multiple  slots  (130  of 
prescribed  pitch  intervals  and  a  cutting  slot 
(132)  underneath  said  multiple  slots  (13i)  are 
arranged  on  the  holding  means  (13)  opposite 
to  the  suction  surface  (28)  for  interacting  with 
the  cutting  means  (N)  for  forming  a  new  start- 
ing-end  (d')  of  the  second  web  (D')  at  a  pre- 
determined  position. 

Patentanspruche 

1.  Verbindungsvorrichtung  zur  Verwendung  beim 
kontinuierlichen  Verpacken  fur  das  Verbinden 
von  zwei  Bahnen  eines  bandformigen  Produk- 
tes,  das  langs  eines  Forderweges  gefordert 
wird,  mit 
einer  Bremseinrichtung  (10)  zum  Bremsen  ei- 
nes  hinteren  Endabschnittes  (d)  einer  ersten 
Bahn  (D); 
einer  Feststelleinrichtung  (12)  zum  Festlegen 
eines  Abschnitts  der  ersten  Bahn  (D),  der  vor 
dem  gebremsten  hinteren  Endabschnitt  (d) 
liegt; 
einer  Schneideinrichtung  (9b),  die  zwischen 
den  Bremsmittel  (10)  und  den  Festlegemittel 
(12)  angeordnet  ist,  zum  Abschneiden  der  er- 
sten  Bahn  (D)  und  dadurch  Bilden  eines  neuen 

hinteren  Endes  (d); 
Haltemittel  (13)  zum  Halten  und  Festlegen  des 
Vorderendes  (d')  einer  zweiten  Bahn  (D')  paral- 
lel  zu  der  ersten  Bahn  (D)  an  einer  Stelle 

5  neben  den  Schneidmittel  (9b);und  Verschiebe- 
mitteln  zum  Verschieben  des  neuen  hinteren 
Endabschnittes  (d)  der  ersten  Bahn  (D)  quer 
zu  dem  vorderen  Endbereich  (d')  der  zweiten 
Bahn  (D')  und  zu  seinem  Anpressen  gegen 

io  den  vorderen  Endabschnitt  (d'),  urn  ihn  damit 
zu  verkleben, 
dadurch  gekennzeichnet,  dal3  die  erste  und 
zweite  Bahn  (D,D')  jeweils  Vorsprunge  aufwei- 
sen,  die  an  der  Bahn  in  regelmaBigen  Tei- 

15  lungsabstanden  geformt  sind,  und  dal3  die 
Bremseinrichtung  (10)  und/oder  die  Positionier- 
einrichtung  (12)  zwischen  die  Vorsprunge  der 
ersten  Bahn  (D)  eingreift,  und  weiter  gekenn- 
zeichnet  durch  Mittel  (3)  zum  Detektieren  des 

20  hinteren  Endes  der  ersten  Bahn  (D)  und  durch 
ein  Eingriffsstuck  (25i  ),  das  mit  der  Positionier- 
einrichtung  (12)  uber  ein  hin-  und  herbeweg- 
lich  langs  der  Forderrichtung  gelagertes  be- 
wegbares  Stuck  (25i  )  verbunden  ist,  wobei  das 

25  Eingriffsstuck  (25i)  zwischen  die  Vorsprunge 
der  ersten  Bahn  (D)  eingreift,  urn  die  erste 
Bahn  in  der  Forderrichtung  zu  bewegen  und 
zu  spannen,  so  dal3  die  Schneideinrichtung  die 
erste  Bahn  (D)  an  einer  vorgegebenen  Stelle 

30  zwischen  den  Vorsprungen  schneidet. 

2.  Vorrichtung  nach  Anspruch  1,  gekennzeichnet 
durch  den  Haltemittel  zugeordnete  Schneidmit- 
tel  (N)  zum  Schneiden  des  vorderen  Endab- 

35  schnitts  (d')  der  zweiten  Bahn  (D')  zum  Bilden 
eines  neuen  Vorderendes  (d')  derselben  an 
einer  vorgegebenen  Stelle. 

3.  Vorrichtung  nach  Anspruch  1  oder  2,  dadurch 
40  gekennzeichnet,  dal3  die  Bremseinrichtung  (10) 

eine  Brems-  und  Festlegerolle  (4a)  aufweist, 
die  zwischen  die  Vorsprunge  der  ersten  Bahn 
(D)  pafit  und  relativ  zum  Forderweg  der  ersten 
Bahn  (D)  vor  und  zuruckbewegbar  ist  durch 

45  eine  Feder  (5),  die  durch  Signale  von  der  De- 
tektiereinrichtung  (3)  steuerbar  ist. 

4.  Vorrichtung  nach  Anspruch  3,  gekennzeichnet 
durch  eine  Saugoberflache  (28),  die  an  den 

50  Haltemitteln  (13)  befestigt  ist  und  dem  Forder- 
weg  zugewandt  ist,  urn  das  Vorderende  (d') 
der  zweiten  Bahn  (D')  durch  Saugwirkung  zu 
halten  und  zu  positionieren. 

55  5.  Vorrichtung  nach  den  vorangehenden  Anspru- 
chen,  gekennzeichnet  durch  Zufuhrmittel  zum 
Zufuhren  eines  Zellophanbandes  (T)  zwischen 
die  Saugoberflache  (24),  urn  das  Vorderende 

9 
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(d')  der  zweiten  Bahn  (D')  mit  dem  hinteren 
Ende  (d')  der  ersten  Bahn  (D)  zu  verbinden. 

6.  Vorrichtungen  nach  den  vorangehenden  An- 
spruchen,  gekennzeichnet  durch  ein  Ruckhal- 
testuck  (14),  das  unterhalb  der  Haltemittel  (13) 
angeordnet  ist,  zum  Halten  des  neuen  vorde- 
ren  Endabschnittes  (d)  der  ersten  Bahn  (D) 
zwischen  dem  Ruckhaltestuck  (14)  und  einem 
geschutzten  Gummistuck  (15a)  der  Verschie- 
beeinrichtung  (11)  beim  Verbinden  des  Vorde- 
rendes  (d')  mit  dem  hinteren  Ende  (d). 

7.  Vorrichtung  nach  den  vorangehenden  Anspru- 
chen,  dadurch  gekennzeichnet,  dal3  an  den 
Haltemittel  gegenuber  der  Saugoberflache  (28) 
Mehrfachschlitze  (13i)  mit  vorgegebenen  Tei- 
lungsabstanden  und  ein  Schneidschlitz  (132) 
unterhalb  der  Mehrfachschlitze  (13i)  angeord- 
net  sind  fur  das  Zusammenwirken  mit  den 
Schneidmittel  (N)  zum  Bilden  eines  neuen  Vor- 
derendes  (d')  der  zweiten  Bahn  (D')  an  einer 
vorgegebenen  Stelle. 

Revendicatlons 

1.  Appareil  de  liaison  destine  a  etre  utilise  dans 
I'emballage  en  continu  pour  relier  deux  bandes 
de  produit  en  forme  de  courroie  transporters 
le  long  d'un  trajet  de  transport,  comprenant  : 

un  moyen  de  freinage  (10)  pour  freiner 
une  partie  d'extremite  de  queue  (d)  de  ladite 
premiere  bande  (D)  ; 

un  moyen  de  positionnement  (12)  pour 
positionner  une  partie  de  ladite  premiere  ban- 
de  (D)  en  aval  de  la  partie  freinee  d'extremite 
de  queue  (d)  ; 

un  moyen  de  coupe  (9b)  dispose  entre  le 
moyen  de  freinage  (10)  et  ledit  moyen  de 
positionnement  (12)  pour  couper  ladite  premie- 
re  bande  (D)  de  maniere  a  former  ainsi  une 
nouvelle  extremite  de  queue  (d)  ; 

un  moyen  de  retenue  (13)  pour  retenir  et 
positionner  I'extremite  de  depart  (d')  d'une  se- 
conde  bande  (D')  parallelement  a  ladite  pre- 
miere  bande  (D)  en  un  emplacement  adjacent 
au  moyen  de  coupe  (9b)  ;  et 

un  moyen  de  deplacement  (11)  pour  de- 
placer  la  nouvelle  partie  d'extremite  de  queue 
(d)  de  la  premiere  bande  (D)  perpendiculaire- 
ment  au  trajet  de  transport  vers  la  partie  d'ex- 
tremite  de  depart  (d')  de  la  seconde  bande  (D') 
afin  de  la  presser  contre  ladite  partie  d'extre- 
mite  de  depart  (d')  pour  la  relier  par  collage  a 
elle, 

caracterise  en  ce  que  chacune  desdites 
premiere  et  seconde  bandes  (D,  D')  comporte 
des  protuberances  realisees  sur  la  bande  a 

des  intervalles  reguliers  d'ecartement  et  en  ce 
que  ledit  moyen  de  freinage  (10)  et/ou  le 
moyen  de  positionnement  (12)  agit  entre  les 
protuberances  de  ladite  premiere  bande  (D)  et 

5  caracterise  par  ailleurs  par  un  moyen  (3)  pour 
detecter  I'extremite  de  queue  de  la  premiere 
bande  (D)  et  par  une  piece  (25i)  ayant  une 
action  conjuguee  et  associee  au  moyen  de 
positionnement  (12)  par  I'intermediaire  d'une 

io  piece  mobile  (25)  montee  de  maniere  a  effec- 
tuer  un  mouvement  alternatif  le  long  de  la 
direction  de  transport,  ladite  piece  (25i)  ayant 
une  action  conjuguee  agissant  entre  les  protu- 
berances  de  la  premiere  bande  (D)  pour  depla- 

15  cer  et  tendre  ladite  premiere  bande  dans  la 
direction  de  transport,  de  sorte  que  ledit 
moyen  de  coupe  decoupe  la  premiere  bande 
(D)  a  une  position  predetermined  se  trouvant 
entre  les  protuberances. 

20 
2.  Appareil  selon  la  revendication  1,  caracterise 

par  un  moyen  de  coupe  (N)  associe  audit 
moyen  de  retenue  (13)  pour  couper  la  partie 
d'extremite  de  depart  (d')  de  la  seconde  bande 

25  (D')  pour  former  une  nouvelle  extremite  de 
depart  (d')  de  celle-ci  a  une  position  predeter- 
mined. 

3.  Appareil  selon  la  revendication  1  ou  2,  caracte- 
30  rise  en  ce  que  le  moyen  de  freinage  (10) 

comprend  un  rouleau  de  freinage  et  de  posi- 
tionnement  (4a)  monte  entre  les  protuberances 
de  la  premiere  bande  (D)  et  qu'un  ressort  (5) 
conditionne  par  des  signaux  provenant  du 

35  moyen  de  detection  (3)  fait  avancer  ou  reculer 
par  rapport  a  la  course  de  la  premiere  bande 
(D). 

4.  Appareil  selon  les  revendications  1  a  3,  carac- 
40  terise  par  une  surface  d'aspiration  (28)  fixee 

audit  moyen  de  retenue  (13)  et  placed  en  face 
du  trajet  de  transport  afin  de  retenir  et  de 
positionner  par  aspiration  I'extremite  de  depart 
(d')  de  la  seconde  bande  (D'). 

45 
5.  Appareil  selon  les  revendications  precedentes, 

caracterise  par  des  moyens  d'alimentation 
pour  amener  un  ruban  de  cellophane  (T)  sous 
ladite  surface  d'aspiration  (28)  pour  relier  I'ex- 

50  tremite  de  depart  (d')  de  la  seconde  bande  (D') 
a  I'extremite  de  queue  (d)  de  la  premiere  ban- 
de  (D). 

6.  Appareil  selon  les  revendications  precedentes, 
55  caracterise  par  une  piece  de  retenue  (14)  dis- 

posed  sous  ledit  moyen  de  retenue  (13)  pour 
retenir  la  nouvelle  partie  d'extremite  de  queue 
(d)  de  la  premiere  bande  (D)  entre  ladite  piece 

10 
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de  retenue  (14)  et  un  morceau  fendu  de  caout- 
chouc  (15a)  dudit  moyen  de  deplacement  (11) 
pendant  que  I'extremite  de  depart  (d')  est  re- 
liee  a  I'extremite  de  queue  (d). 

5 
7.  Appareil  selon  les  revendications  precedentes, 

caracterise  en  ce  que  des  fentes  multiples 
(13i)  placees  a  des  intervalles  presents  d'ecar- 
tement  et  une  fente  de  coupe  (132)  situee  sous 
lesdites  lentes  multiples  (13i)  sont  realisees  10 
sur  le  moyen  de  retenue  (13)  sur  le  cote 
oppose  a  celui  de  la  surface  d'aspiration  (28) 
de  maniere  a  avoir  une  action  conjuguee  avec 
le  moyen  de  coupe  (N)  pour  former  une  nou- 
velle  extremite  de  depart  (d')  de  la  seconde  is 
bande  (D')  a  un  emplacement  predetermine. 
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