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Description

[0001] The invention relates to wrapping machines for
wrapping a product with a stretch plastic film and wrap-
ping methods for wrapping said film on said product.
[0002] Wrapping machines are known comprising a
supporting frame, a supporting structure and a reel-hold-
ing carriage.
[0003] The supporting frame, which is bridge-shaped,
is arranged for supporting the supporting structure and
is positioned at a zone in which it is desired to wrap the
products, conveyed thereto, for example, by a conveyor
belt, that is slidable under the supporting frame.
[0004] The supporting frame further comprises car-
riage means arranged for moving the supporting struc-
ture along a vertical axis.
[0005] The supporting structure comprises a rotating
ring rotated around a vertical wrapping axis by a belt driv-
en by a gear box.
[0006] The rotating ring supports the reel-holding car-
riage and a counterweight of a weight that is suitable for
balancing the weight of the reel-holding carriage.
[0007] The reel-holding carriage supports a reel of
plastic stretch film and an unwinding and pre-stretch unit
arranged for unwinding and stretching or elongating the
film made of plastics.
[0008] The unwinding and pre-stretch unit is provided
with a pair of prestretching rollers comprising a slow and
a fast roller, respectively upstream and downstream of
the movement of the film, to stretch and unwind the ex-
tendible film and one or more deviating rollers for devi-
ating the film during unwinding.
[0009] The unwinding and pre-stretch unit is provided
with an electric motor, for example an alternating-current,
direct-current or brushless electric motor, which motor is
also supported by the reel-holding carriage and is able
to rotate one of the two prestretching rollers that act as
driving (master) roller, which roller is typically the fast
roller that via a belt transmission unit or cog transmission
unit drives the other prestretching roller that acts as a
driven (slave) roller, which roller is typically the slow roller.
In this way, between the fast roller and the slow roller a
fixed transmission ratio is established, in function of the
prestretching or elongation that it is desired to obtain on
the film. In use, the film in fact passes from the slow roller
to the fast roller and owing to the difference in rotation
speed between the latter, set by the aforesaid transmis-
sion ratio, the aforesaid film is subjected to a prestretch-
ing or elongation force. This enables the portion of film
comprised between the two prestretching rollers to be
stretched and elongated before the later is wound on the
products, both for using as well as possible the available
film and for changing the mechanical features of the ma-
terial of the film, in function of the product to be wound.
[0010] As known, the prestretching force enables the
thickness of the film to be reduced significantly (typically
from approximately 25/23 mm to approximately 6/7 mm)
so as to increase the length thereof proportionally, to

wrap a greater number of products.
[0011] The prestretching force to which to subject the
film to obtain a given elongation percentage depends
both on the initial thickness of the film and on the phys-
ical/mechanical features of the material, such as compo-
sition, quantity and distribution of possible impurities and
internal irregularities. For this reason, films of the same
material and the same thickness belonging to different
reels often have to be subjected to different prestretching
forces to obtain similar elongation percentages.
[0012] The prestretching force further enables the me-
chanical features of the film to be changed. The suitably
stretched material of the latter can in fact change from
elastic behaviour, in which the film tends to recover the
original dimension at the end of the stress, to plastic be-
haviour, in which the film undergoes a permanent defor-
mation and does not regain the initial dimension at the
end of stress. In this latter case the film of plastics acts
as a flexible and unextendable element, the same as a
rope or a belt, and can be used, for example, to wrap
groups of unstable products that have to be maintained
firmly bound together.
[0013] The electric motor that drives the prestretching
driving roller can be supplied by an alternator, positioned
on the reel-holding carriage, be provided with a sprocket
that engages a rack positioned on a coaxial fixed ring
and arranged outside the rotating ring.
[0014] In this way, when the rotating ring rotates, the
sprocket is rotated by the fixed rack and generates the
current that supplies the motor.
[0015] In other machines, the alternator can be provid-
ed with a pulley rotated by a fixed belt.
[0016] The belt is arranged for rotating the pulley when
the rotating ring is rotated that supports the alternator,
so as to generate the current that drives the motor. Al-
ternatively, the electric motor can be driven by batteries
positioned on the rotating ring on the side opposite the
reel-holding carriage.
[0017] Still alternatively, the electric motor can be driv-
en by creeping contacts, positioned and operating at the
external fixed ring.
[0018] The unwinding and pre-stretch unit further com-
prises control means, associated with the reel-holding
carriage, arranged for varying the rotation speed of the
driving prestretching roller, and thus the film unwinding
speed in function of the shape or cross section of the
product to be wound and of the corresponding angular
position between the latter and the reel-holding carriage.
This enables the wrapping traction or tension force of the
film around the product, the so-called "pull" to be main-
tained more or less constant, to prevent breakage thereof
or a value that is not suitable and appropriate to the type
of product to be wound. For example, a relatively fragile
single product has to be wound with sufficient tension to
maintain the film adhering to the product but not with such
as to deform or break the latter. On the other hand, a
group of undeformable products placed on a pallet will
have to be wound at greater tension to confer stability
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and compactness on the packed group.
[0019] The control means generally comprises a so-
called "dandy" or "guide" roll, mounted on an elastic sup-
port that is movable away from and towards the product
to be wound, in function of the force exerted thereupon
by the film wound around the product during a wrapping
phase.
[0020] In this way, respectively when the dandy roll
moves towards or away from the product to be wrapped
an electric signal is sent to a management and control
unit, which, through the electric motor increases or de-
creases the rotation speed of the drive motor, and thus
via the transmission unit the rotation speed of the driven
roller, so as to increase or decrease the unwinding speed
of the film, at the same rotation speed as the rotating ring
and maintain more or less constant the prestretching
force and the tension of the film.
[0021] When it is desired to wrap a product with an
extendible film made of plastics, the product is first posi-
tioned substantially at the vertical wrapping axis, and the
wrapping machine is driven that moves the supporting
structure.
[0022] The latter moves the reel-holding carriage along
a circular or helical trajectory so as to wrap the products
with several coils of film along the vertical wrapping axis,
the latter substantially coinciding with the vertical axis of
the products to be wound.
[0023] The aforesaid description, albeit with certain dif-
ferent technical details, can also extend to wrapping ma-
chines in which the supporting structure develops along
a vertical plane and the products advance along a hori-
zontal plane passing through the rotating ring to be
wound by the film in successive coils along a horizontal
wrapping axis.
[0024] A drawback of the aforesaid machines is the
considerable weight of the rotating ring that during oper-
ation generates considerable forces of inertia that are
mainly due to the weight of the electric motor, of the coun-
terweights, of the dandy roll and, where present, of the
alternator and of the batteries.
[0025] This greatly reduces the rotation speed of the
rotating ring and consequently limits the productivity of
the wrapping machine.
[0026] Further, to counteract these inertia forces it is
necessary to stiffen significantly the supporting structure
and the frame, with a consequent further increase in
weight and costs.
[0027] A further drawback relates to the creeping con-
tacts used to supply the electric motor, which on the one
hand are subject to serious wear and thus have to be
replaced frequently and on the other hand further limit
the rotation speed of the rotating ring and therefore the
productivity of the wrapping machine.
[0028] These contacts may further cause sparks and
prevent the wrapping machine being installed in environ-
ments having a high level of humidity.
[0029] Further, where batteries are used, the latter, in
addition to being costly, have to be recharged during ma-

chine downtime.
[0030] If an alternator is used, this causes an increase
in the weight to be rotated and further generates current
only after the rotating ring starts to rotate, which does not
enable the film to be prestretched in an initial wrapping
phase.
[0031] A further drawback of these machines consists
of the operations that are necessary for varying the trans-
mission ratio between the prestretching rollers to vary
the prestretching or elongation of the film when it is de-
sired to use different film made of plastics, or when it is
desired to wrap products of different types, for example
groups of stacked products.
[0032] These operations, which comprise stopping the
wrapping machine, dismantling the transmission unit and
refitting a new transmission unit, are extremely slow and
laborious and require specialised labour for the perform-
ance thereof.
[0033] For this reason, the known wrapping machines
do not enable the film of plastics of each reel to be used
in an optimal manner, adjusting suitably the prestretching
force in function of the physical and mechanical features
of the film of the reel in use.
[0034] Still another drawback of the aforesaid wrap-
ping machines consists of the difficulty of maintaining
constant the tension of the film wound around the prod-
uct, especially if the latter has a complex profile or shape,
for example an elongated shape, and/or the machine has
a rotating ring with high rotation speeds.
[0035] This is due to the fact that the reel-holding car-
riage travels a certain angular sector between the mo-
ment in which the dandy roll is affected by the variation
in tension exerted by the film and the moment in which
the management and control unit commands the electric
motor that varies the rotation speed of the prestretching
rollers.
[0036] This causes a delay in the dispatch of the elec-
tric control signal to the motor, a delay that is greater the
greater the rotation speed of the rotating ring and/or the
dimensions and the shape of the product to be wound.
This delay in the feedback of the prestretching rollers
may cause excessive tensioning of the film in non-de-
sired portions of the product to be wound and may lead
to the breaking of the film.
[0037] EP 0811554 discloses an apparatus for wrap-
ping palletized product groups with a film or band of plas-
tic that includes a framework with two vertical support
uprights on a support structure of a carriage supporting
a reel of plastic film and a pre-stretching unit driven by
an electric motor; the support structure consists of a ver-
tically moving structure supported by the support frame-
work and by a rotating ring supported by the vertically
moving structure and rotating around its own axis driven
by a motor anchored to the vertically moving structure
and connected to it; the carriage is fixed to the rotating
ring and supports an electric generator for powering the
electric motor of the pre-stretching unit and maintained
with its own shaft continuously linked to a respective an-
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nular toothed track fixed to the vertically moving struc-
ture.
[0038] US 4826678 discloses a wrapping machine for
wrapping a load arranged on a pallet with a stretchable
wrapping material under a substantially constant tension
during the wrapping operation. The load to be wrapped
is arranged on a support member, which can be rotated
for drawing off stretchable wrapping material from a roll
of such material. A dispensing mechanism holds the roll
of stretchable wrapping material and dispenses the ma-
terial. As an alternative, the dispensing member can re-
volve around the support member and the load so as to
dispense and wrap the load with the stretchable material.
Prior to wrapping the load with the stretchable wrapping
material, such material can be prestretched by two rollers
of the dispensing mechanism that are rotated at different
speeds. The rollers can be powered by a single motor
and appropriate gears, belt drives, or by two respective
motors.
[0039] EP 0246659 discloses an apparatus for wrap-
ping components comprising support means for support-
ing the components, means for dispensing stretchable
material having a yield point, means for prestretching the
stretchable material to a predetermined value above its
yield point in multiple stages, said prestretch means in-
cluding first, second, and third stretch rollers for pre-
stretching the stretchable material in successive stages
between the first and second stretch rollers and between
the second and third stretch rollers respectively, and
means for wrapping the prestretched material around the
components on the support means. Each stretch roller
is driven by motor means, and each motor means is me-
chanically or electrically connected to the others.
[0040] An object of the invention is to improve the meth-
ods for wrapping a product with a film of plastics.
[0041] An another object is to provide a wrapping meth-
od that enable the transmission ratio between the pre-
stretching rollers to be varied in a simple, fast and precise
manner.
[0042] A further object is to provide a wrapping method
that enables the film of plastics with which to wrap a prod-
uct to be exploited in an optimal manner.
[0043] A still further object is to provide a wrapping
method that enables the tension or "pull" of the film wound
around the product to be maintained virtually constant
even at high rotation speeds of the rotating ring.
[0044] A wrapping machine is provided for wrapping a
product with a plastic film comprising, supporting frame
means, with which ring means is associated that rotates
around a wrapping axis of said film around said product
and supports carriage means arranged for supporting a
reel of said film and for supporting a first roller and a
second roller for unwinding and stretching said film, first
motor means fixed to said supporting frame means and
coupled with said first roller, wherein said machine further
comprises second motor means fixed to said supporting
frame means and coupled with said second roller.
[0045] It is possible to increase the productivity of the

wrapping machines.
[0046] In fact, as the first and the second motor means
are fixed to the supporting frame, it is possible to lighten
significantly the weight of the rotating ring means. This,
in addition to providing a simpler and less costly structure,
enables the rotation speed of the ring means to be in-
creased significantly because of the inert masses.
[0047] Further, the first motor means and the second
motor means are arranged for rotating, through respec-
tive driving means, for example flexible driving means,
the respective rollers.
[0048] This enables the rollers to be driven in an inde-
pendent manner to vary in a rapid and precise manner
the rotation speed of the latter. In this way it is possible
to regulate and control during operation both wrapping
tension and a prestretching force or elongation to which
to subject the film of plastics during wrapping on the prod-
uct in function of the features of the film used or of the
type of product to be wound.
[0049] In a first aspect of the invention a wrapping
method is provided according to the features of claim 1.
[0050] Owing to this aspect of the invention, it is pos-
sible to adjust with a feedback control the operation of
the motor means in such a way as to maintain the tension
almost constant to which to subject the film during wrap-
ping, to obtain a package having desired features. The
tension of the film tends to vary, in fact, during wrapping
on the product owing to the profile and/or the dimensions
of the latter. The method further provides detecting as
an operating parameter the value of a resisting torque
acting on the first motor means and produced by the ten-
sion that the film exerts on the first roller. During opera-
tion, variations in the tension of the film cause corre-
sponding variations in the tension of the operating pa-
rameter of the motor means. On the basis of these var-
iations the first motor means is driven in such a way as
to increase or diminish the rotation speed of the first roller
to vary the unwinding speed of the film and return the
wrapping tension to the preset value. This method, in
addition to being particularly simple and easy to make,
does not require the use of a dandy roll for measuring
film tension. This enables the carriage means to operate
at high rotation speeds and at the same time enables
wrapping tensions of an undesired/variable value to be
reduced.
[0051] In a second aspect of the invention a wrapping
method is provided according to the features of claim 5.
[0052] Owing to this aspect of the invention, it is pos-
sible to drive individually a first roller and a second roller
by respective motor means to vary the rotation speed
thereof rapidly and precisely, a difference thereof deter-
mining a corresponding value of the prestretching force
or elongation to which to subject the film. This enables
the speeds of the rollers to be adjusted in such a way as
to maintain the speed difference thereof almost constant
during the entire film wrapping process.
[0053] The method further provides a calibrating phase
with which to determine, for each new reel of film, an
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operating difference between the speeds of the rollers to
be adopted during operation of the machine, i.e. the pre-
stretching force to which to subject the film for better use
thereof and to prevent tears and breakages thereof at
the same time. The invention can be better understood
and implemented with reference to the attached drawings
that illustrate some embodiments thereof by way of non-
limiting example, in which:

Figure 1 is a schematic top view of a wrapping ma-
chine with some parts removed to better show oth-
ers;
Figure 2 is a fragmentary schematic view of Figure
1 with some parts removed to better show others;
Figure 3 is a schematic view from above of Figure 1
with some parts removed to better show others;
Figure 4 is a schematic view from above of first mo-
tion transmitting means included in the wrapping ma-
chine of Figure 1;
Figure 5 is a schematic view from above of second
motion transmitting means included in the wrapping
machine of Figure 1;
Figure 6 is a fragmentary schematic front view and
with some sectioned parts of driving means of a pre-
stretch unit included in the wrapping machine, in a
first embodiment;
Figure 6b is an enlarged detail of Figure 6;
Figure 7 is a fragmentary schematic front view and
with some sectioned parts of the driving means of
Figure 5 in a second embodiment;
Figure 8 is a fragmentary schematic front view and
with some sectioned parts of the driving means of
Figure 6 in a third embodiment;
Figure 9 is a schematic top view of a version of the
first transmitting means of Figure 4;
Figure 10 is a schematic top view of a version of the
second transmitting means of Figure 5;
Figure 11 is a fragmentary schematic front view and
with some sectioned parts of the driving means of
Figure 6 in a fourth embodiment.

[0054] With reference to Figures 1 to 6b, a wrapping
machine 1 is shown that is arranged for wrapping a prod-
uct 2 with a plastic film 3, for example a film of extendible
plastics wound on a reel 7.
[0055] The wrapping machine 1 comprises a frame 4
supporting a supporting structure 5 of a carriage 6.
[0056] The frame 4, for example bridge-shaped, is as-
sociated with a plurality of uprights 8, for example four
of them, substantially vertical.
[0057] The uprights 8 are fixable to a floor at a zone in
which it is desired to wrap products 2 that are transported
there by conveying means that are not shown, for exam-
ple comprising a conveyor belt that is slidable below the
frame 4.
[0058] Each upright 8 acts as a supporting guide for a
carriage, which is not shown, that is associated with the
frame 4 and is slidable along an axis that is substantially

vertical and substantially parallel to the wrapping axis Z.
[0059] In this way, in use, the carriages move the frame
4 along the wrapping axis Z.
[0060] With the frame 4 in a peripheral portion thereof,
a plurality of supporting elements 11 are associated that
are suitably angularly spaced from one another by fixing
elements 24, provided with a groove 19.
[0061] With each supporting element 11 there is asso-
ciated a wheel 13, projecting radially outwards in relation
to the aforesaid peripheral portion and free to rotate
around a substantially horizontal axis thereof.
[0062] In an embodiment of the invention that is not
shown each wheel 13 projects radially inside with respect
to the aforesaid peripheral portion.
[0063] The supporting structure 5 comprises a rotata-
ble ring 10, supported by the frame 4 by means of the
wheels 13.
[0064] In this way, in use, the rotatable ring 10, sup-
ported by the frame 4, is rotatable with respect to the
latter around the wrapping axis Z.
[0065] The rotatable ring 10 comprises a first end por-
tion 20 projecting at least partially inside the grooves 19,
and a second end portion 14 opposite the first end portion
20 and supporting a profiled supporting section 15, hav-
ing a substantially rectangular section and arranged for
supporting the carriage 6.
[0066] The profiled section 15 is provided with an ac-
tive portion 16 on which a main driving belt 17 engages
that is arranged for rotating the rotatable ring 10.
[0067] The main driving belt 17 is rotated by a main
motor 18, for example electric, supported by the frame 4.
[0068] In an embodiment of the invention that is not
shown, the rotatable ring 10 can be rotated, for example
by a sprocket engaging with toothing arranged on the
active side of the profiled section.
[0069] With the rotatable ring 10 there is associated
the carriage 6 supporting the reel 7 and a prestretching
unit 21 of the film 3.
[0070] The prestretching unit 21 comprises tensioning
rollers 48 arranged for tensioning the film 3 and each free
to rotate around a respective rotation axis that is sub-
stantially parallel to the wrapping axis Z.
[0071] The prestretching unit 21 comprises a first roller
22 placed downstream of a second roller 23, said first
roller 22 and said second roller 23 rotating respectively
around a first rotation axis Z1 and a second rotation axis
Z2 that are substantially parallel to the wrapping axis Z,
at different rotation speeds.
[0072] In particular, the first roller 22 rotates said fast
wheel at a first speed that is greater than a second speed
at which it rotates said second slow roller 23. In this way,
in use, a portion of film 124 interposed between the sec-
ond roller 23 and the first roller 22 is subjected to a pre-
stretching force, i.e. an elongating action that is greater
the greater is the difference between the two rotation
speeds of the rollers.
[0073] The first roller 22 and the second roller 23 are
driven respectively by a first motor 25 and by a second
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motor 26, for example electric, supported by the frame
4. The speed of the first roller 22 defines an unwinding
speed of the film from the prestretching unit 21.
[0074] The winding machine 1 comprises an electronic
management and control unit, of known type and not il-
lustrated in the Figures, that is suitable for controlling and
adjusting the operation of the main motor 18, of the first
motor 25 and of the second motor 26.
[0075] The wrapping machine 1 further comprises flex-
ible driving means 27 arranged for transmitting motion
from the first motor 25 and from the second motor 26
respectively to the first roller 22 and to the second roller
23.
[0076] In an embodiment of the invention, which is not
shown, the wrapping machine 1 is provided with driving
means comprising a plurality of fifth-wheel means, that
are free to rotate around respective rotation axes sub-
stantially parallel to the vertical wrapping axis Z, arranged
for transmitting motion from the first motor 25 and from
the second motor 26 respectively to the first roller 22 and
to the second roller 23.
[0077] The flexible driving means 27 comprises in a
first configuration A, shown in Figures 6 and 6b, a first
driving belt 28 and a second driving belt 29.
[0078] The first driving belt 28 and the second driving
belt 29, are wound respectively around the first pulley
means 30 and a second pulley means 31, the first pulley
means 30 being operationally positioned below the sec-
ond pulley means 31. In the first configuration A the first
pulley means 30 and the second pulley means 31 re-
spectively comprise first pulleys 32 and second pulleys
33 that are free to rotate around the same rotation axis
that are substantially parallel to the wrapping axis Z.
[0079] In use, a first pulley 32 and a second pulley 33
are rotatably associated with an end 34, for example, a
cylindrical end, of the supporting element 11, this end 34
being positioned on a side opposite the corresponding
fixing element 24.
[0080] In this way, in use, the first driving belt 28 and
the second driving belt 29 each define a flexible ring.
[0081] Further, the first driving belt 28 is provided with
a first, toothed, inner side 37, and with a first, smooth,
outer side 39, whilst the second driving belt 29 is provided
with a second, toothed, inner side 38, and with a second,
smooth, outer side 40.
[0082] In an embodiment of the invention, the first inner
side 37 and the second inner side 38 are smoothed.
[0083] The first inner side 38 and the second inner side
40 are arranged respectively for contacting the first pul-
leys 32 and the second pulleys 33 and for engaging a
first sprocket 41 and a second sprocket 42 rotated re-
spectively by the first motor 25 and by the second motor
26 and arranged for dragging through friction the first
driving belt 38 and the second driving belt 39.
[0084] On the other hand, on the first, smooth, outer
side 39 and on the second outer side 40 there are wound,
at least partially, respectively a first driven belt 35 and a
second driven belt 36.

[0085] The first driven belt 35, rotated by the first driving
belt 28, is deviated by the first snub pulleys 43, positioned
on the carriage 6, on a driving pulley 44 associated with
the first roller 22, which rotates the latter at a rotation
speed that is adjusted by the first motor 25.
[0086] The second driven belt 36, rotated by the sec-
ond driving belt 29, is deviated by second snub pulleys
143, positioned on the carriage 6, on an idle pulley 45
supported by the first roller 22 and coaxial with the driving
pulley 44.
[0087] The idle pulley 45 is arranged for rotating a first
gear wheel 46 coaxial to it that is arranged for engaging
a second gear wheel 47 associated with the second roller
23 that rotates the latter at a rotation speed adjusted by
the second motor 26.
[0088] In this way, by suitably varying the rotation
speeds of the motor 18, of the first motor 25 and of the
second motor 26 it is possible to vary an unwinding speed
of the film 3 in function of an angular position of the car-
riage 6 with respect to the product 8 and adjust a pre-
stretching or elongating value of the film 3.
[0089] In an embodiment of the invention, which is not
shown, the second driven belt 36 is deviated by further
snub rollers associated with the carriage 6 directly on a
further driving pulley associated with the second roller 23.
[0090] In still another embodiment of the invention,
which is not shown, there is provided only the first motor
25 that rotates the first driving belt 28 that drags the first
driven belt 35 through friction.
[0091] The second driven belt 35 is connected to, and
rotates, the first roller 22, which, through fixed-ratio trans-
mission, drives the second roller 23.
[0092] In Figure 7 there is shown a second configura-
tion B of the wrapping machine 1.
[0093] In the second configuration B further supporting
elements 49 are fixed to the frame 4 that are adjacent to
the supporting elements 11 and are positioned opposite
the wheels 13.
[0094] Each further supporting element 49 supports a
first wheel 50 and a second wheel 51 that are free to
rotate around a substantially horizontal rotation axis, the
first wheel 50 being operationally positioned below the
second wheel 51.
[0095] In this way, the first wheels 50 and the second
wheels 51 of each further supporting element 49 act as
a support respectively for the first pulley means 30 and
the second pulley means 31.
[0096] In the second configuration B, the first pulley
means 30 and the second pulley means 31 comprise
respectively a first ring 52 and a second ring 53, having
substantially a C section and rotating around the wrap-
ping axis Z with respect to the frame 4 as they are rotat-
ably engaged and supported respectively by said first
wheels 50 and said second wheels 51.
[0097] The first ring 52 and the second ring 53 are fur-
ther kept in position by other vertical axis wheels that are
not shown.
[0098] On the first ring 52 there are respectively wound
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the first driving belt 28 and the first driven belt 35, the
latter being, for example, positioned operationally above
the first driving belt 28.
[0099] On the other hand, on the second ring 53 there
are respectively wound the second driving belt 29 and
the second driven belt 36, the latter being, for example,
positioned operationally below the second driving belt 29.
[0100] The operation of the wrapping machine 1 in the
second configuration B is disclosed below.
[0101] The motor 18, via the main driving belt 17 ro-
tates the rotatable ring 10 on which the carriage 6 is fixed.
[0102] The first motor 25 rotates via the first driving
belt 28 the first ring 52, which in turn rotates the first
driven belt 35.
[0103] The first driven belt 35 is deviated from the first
snub pulleys 43 to the driving pulley 44 that rotates the
first roller 22 at a desired rotation speed (Figures 2 and 4).
[0104] The second motor 26 rotates via the second
driving belt 29 the second ring 53, which in turn rotates
the second driven belt 36.
[0105] The second driven belt 36 is deviated from the
second snub pulleys 143 to the idle pulley 45 that rotates
the first gear wheel 46 engaged on the second gear wheel
47 that rotates the second roller 23 at a desired rotation
speed (Figures 3 and 5).
[0106] Figure 8 shows a third configuration C of the
wrapping machine 1.
[0107] In the third configuration C, with the frame 4
there are associated first supports 54 and second sup-
ports 55, which are substantially cylindrical and are op-
erationally positioned outside the rotatable ring 10 with
respect to the wrapping axis Z.
[0108] In particular, with the first supports 54 and the
second supports 55 there are associated, angularly
spaced apart from one another on an outer side 56 (Fig-
ure 6) of the frame 4, the second supports 55 being po-
sitioned further outside the first supports 54 compared
with the wrapping axis Z. Each first support 54 and each
second support 55 is arranged for supporting respective-
ly the first pulley means 30 and the second pulley means
31.
[0109] In the third configuration C, the first pulley
means 30 and the second pulley means 31 comprise
respectively a further first pulley 57 and a further second
pulley 58, that are free to rotate around respective rota-
tion axes substantially parallel to the wrapping axis Z.
[0110] On the further first pulleys 57 and on the further
second pulleys 58 a first transferring belt 59 and a second
transferring belt 60 are respectively wound, the first trans-
ferring belt 59 being wider than the second transferring
belt 60.
[0111] On an outer side of the first transferring belt 59
the first driving belt 28 and the first driven belt 35 are
wound and dragged by friction, the latter being for exam-
ple positioned operationally below and opposite the first
driving belt 28.
[0112] On an outer side of the second transferring belt
60 the second driving belt 29 and the second driven belt

36 are wound and dragged by friction, the latter being,
for example, positioned operationally below and on op-
posite sides of the second driving belt 29.
[0113] The operation of the wrapping machine 1 in the
third configuration C is disclosed below.
[0114] The motor 18, via the main driving belt 17 drives
the rotatable ring 10 on which the carriage 6 is fixed.
[0115] The first motor 25 rotates, via the first driving
belt 28, the first transferring belt 59 which in turn rotates
the first driven belt 35.
[0116] The first driven belt 35 is deviated from the first
snub pulleys 43 to a further driving pulley 61 connected
to the driving pulley 44 via a further belt 62 that rotates
the first roller 22 at a desired rotation speed (Figure 9).
[0117] The second motor 26 rotates, via the second
driving belt 29, the second transferring belt 60 which in
turn rotates the second driven belt 36.
[0118] The second driven belt 36 is deviated from a
third snub pulley 163 to a first gear 64, supported by the
carriage 6, that engages the second gear wheel 47 that
rotates the second roller 23 at a desired rotation speed
(Figure 10). In an embodiment of the invention that is not
shown the first supports and the second supports are
operationally positioned inside the rotatable ring with re-
spect to the winding axis Z, the second supports being
positioned further outside the first supports.
[0119] In this embodiment, the first motor rotates, via
the first driving belt, the first transferring belt, which in
turn rotates the first driven belt.
[0120] The first driven belt is deviated from the first
snub pulleys to the driving pulley (Figure 4) that rotates
the first roller at a desired rotation speed.
[0121] The second motor rotates, via the second driv-
ing belt, the second transferring belt, which in turn rotates
the second driven belt 36.
[0122] The second driven belt is deviated from the sec-
ond snub pulleys (Figure 5) onto the snub pulley that
rotates the first gear wheel engaging the second gear
wheel that rotates the second roller at a desired rotation
speed.
[0123] Figure 11 shows a fourth configuration D of the
wrapping machine 1.
[0124] In the fourth configuration D supports 65 are
fixed to the frame 4 that are angularly spaced apart from
one another and are operationally positioned outside the
rotatable ring 10 with respect to the wrapping axis Z.
[0125] In particular, the supports 65 are associated
with the outer side 56 of the frame 4.
[0126] Each support 65 is arranged for respectively
supporting the first pulley means 30 and the second pul-
ley means 31.
[0127] In the fourth configuration D, the first pulley
means 30 and the second pulley means 31 comprise
respectively a main pulley 66 and a secondary pulley 67
coaxial with the, and rotationally supported by the, main
pulley 66, the secondary pulley 67 being received in an
intermediate portion 68 of the main pulley 66.
[0128] In this way, the main pulley 66 is free to rotate
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around a rotation axis that is substantially parallel to the
winding axis Z, whilst the secondary pulley 67 is free to
rotate around the aforesaid rotation axis with respect to
the main pulley 66.
[0129] The first driving belt 28 is wound at an end 69
of the main pulley 66 and the first driven belt 35 is wound
around a second end 70 opposite the first end 69, be-
tween the first end 69 and the second end 70 there being
interposed the intermediate portion 68.
[0130] Further, the first driven belt 35 is, for example,
positioned operationally below the first driving belt 28.
[0131] Around the secondary pulleys 67 a third trans-
ferring belt 160 is wound that is arranged for supporting
and dragging by friction the second driving belt 29 and
the second driven belt 36, the latter being wound, at least
partially, on the third transferring belt 160.
[0132] The operation of the wrapping machine 1 in the
fourth configuration D is disclosed below.
[0133] The motor 18, via the main driving belt 17, ro-
tates the rotatable ring 10 on which the carriage 6 is fixed.
[0134] The first motor 25 rotates by means of the first
driving belt 28 the main pulley 66, which in turn rotates
the first driven belt 35.
[0135] The first driven belt 35 is deviated from the first
snub pulleys 43 onto the further driving pulley 61 that via
the further belt 62 rotates the first roller 22 at a desired
rotation speed (Figure 9).
[0136] The second motor 26 rotates, via the second
driving belt 29, the third transferring belt 160, which in
turn rotates the second driven belt 36.
[0137] The second driven belt 36 is deviated from the
third snub pulleys 163 onto the first gear 64, which en-
gages the second gear wheel 47, which rotates the sec-
ond roller 23 at a desired rotation speed (Figure 10).
[0138] In an embodiment of the invention, which is not
shown, the supports are operationally positioned inside
the rotatable ring with respect to the wrapping axis Z.
[0139] In this embodiment, the first motor rotates, via
the first driving belt, the main pulley, which in turn rotates
the first driven belt.
[0140] The first driven belt is deviated from the first
snub pulleys to the driving pulley (Figure 4), which rotates
the first roller at a desired rotation speed.
[0141] The second motor rotates, via the second driv-
ing belt, the second transferring belt, which in turn rotates
the second driven belt.
[0142] The second driven belt is deviated from the sec-
ond snub pulleys (Figure 5) to the idle pulley that rotates
the first gear wheel engaging the second gear wheel that
rotates the second roller at a desired rotation speed.
[0143] It should be noted that the invention enables
the productivity of the wrapping machines 1 to be in-
creased.
[0144] In fact, as both the first motor 25 and the second
motor 26 are positioned on the frame 4, it is possible to
greatly lighten the weight of the ring means. This, in ad-
dition to providing a simpler and less costly structure,
enables the rotation speed of the ring means to be in-

creased considerably.
[0145] Further, it should be noted that it is possible to
drive in an independent manner the first roller 22 and the
second roller 23 respectively via the first motor 25 and
the second motor 26. This enables a first rotation speed
of the first roller 22 and a second rotation speed of the
second roller 23 to be varied individually in a rapid and
precise manner. The difference between these two rota-
tion speeds causes a corresponding value of the pre-
stretching or elongating to which to subject the film 3 to
be used.
[0146] Owing to the management and control unit that
controls and adjusts the operation of the motors 25, 26
it is further possible to maintain this speed difference al-
most constant and therefore the corresponding pre-
stretching force, also in the event of sudden variation of
the first speed of the first roller 22 during wrapping of the
film on the product. Performing a calibrating phase of the
prestretching force is further provided for each new reel
of film of plastics to be used in the product unwinding
process. This phases enables the optimal operating val-
ue of the prestretching force to be determined with pre-
cision to which the film 3 can be subjected, a value that
further depends on the thickness and the type of material,
on the physical and mechanical features thereof, such
as the composition, the presence of impurities and/or
dishomogeneity on the interior thereof. The aforesaid
phase performs a plurality of wrapping revolutions of the
film 3 around a product 2, by acting on the rotation speed
of one or both rollers 22, 23 in such a way as to increase
progressively a speed difference between said speeds
until the breakage of the film 3 is caused.
[0147] It is thus possible to set a speed operating dif-
ference for the prestretching rollers 22, 23 to be adopted.
During operation of the machine 1, this operating differ-
ence being less than the speed difference that deter-
mines the breakage of the film.
[0148] The speed operating difference determines the
optimum operating value of the prestretching force to be
applied to the film 3.
[0149] It is important to note that the operating value
of the prestretching force is independent of the shape
and of the dimensions of the product or of the products
to be wound. The electronic management and control
unit of the wrapping machine 1 further enables feedback
control to regulate the operation of the main motor 18
and of the first motor 25 and second motor 26 in such a
way as to keep almost constant a traction or tension force,
the so-called "drag", to which to subject the film 3 during
wrapping to obtain a package having desired features.
This tension is part of the product 2 or of the products 2
to be wound and of the type of package to be obtained.
[0150] Very tight and stiff wrappings are required, for
example to package and stabilise unstable products, or
freer wrappings are required, for example, to protect sin-
gle products that have already been packaged in the car-
ton.
[0151] It is further important to keep constant the value
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of the film tension 3 during the entire wrapping of the
product to optimise and control the consumption of the
film: at the same unwinding speed a variation in tension
determines greater or lesser consumption of film.
[0152] Tension tends to vary, as known, during the
wrapping process. In fact, owing to the profile and/or di-
mensions of the product 2 to be wound, at each rotation,
for each angular position of the carriage 6 around said
product 2, the unwinding speed of the film 3, i.e. the quan-
tity of film 3 to be dispensed, varies.
[0153] The management and control unit is able to
measure the value of an operating parameter of the first
motor 25 and/or of the second motor 26. This parameter
is, for example, a resisting torque acting on the motor 25,
26, or a supply electric intensity current absorbed by the
motor, or a frequency of said electric supply current.
[0154] The resisting torque on the motor 25, 26 is pro-
duced by the tension that the film 3 exerts on the pre-
stretching rollers during wrapping on the product 2.
[0155] During operation of the wrapping machine 1,
variations in the film tension 3 determine corresponding
variations of said operating parameter - resisting torque
- on the first motor 25 of the first roller 22, which variations
are measured and sent to the management and control
unit.
[0156] The latter intervenes on the first motor 25 in
such a way as to increase or decrease the rotation speed
of the first roller 22, i.e. the unwinding speed of the film
3, and to return the value of the resisting torque acting
on the first motor 25 to the set value.
[0157] At the same time the management and control
unit drives the second motor 26 to vary the speed of the
second roller 23 in function of the new rotation speed of
the first roller 22 in such a way as to maintain almost
unaltered the speed difference between the rollers and
thus the prestretching force applied to the film 3.
[0158] More precisely, the management and control
unit compares instant by instant or at preset intervals of
time, the operating parameter with a reference parameter
stored therein and then intervenes on the first motor 25
in such a way as to diminish or at least eliminate a devi-
ation detected between said operating parameter and
said reference parameter.
[0159] The reference parameters are experimental
values that correlate for example film tension, rotation
speed of the rotatable ring 10, rotation speed of the first
roller 22, resisting torque acting on the motors 25, 26.
[0160] It should be noted that the wrapping machine 1
and the control method disclosed above enable film ten-
sion 3 to be controlled and maintained almost constant
wound around the product 2 even at high rotation speeds
of the rotating ring 10 inasmuch as there is no require-
ment for a dandy roll, which is suitable for measuring film
tension, but is subject to delays and imprecisions in the
transmission of the signal to the management and control
unit.
[0161] On the other hand, the direct connection of the
latter to the motors 25, 26 the speed of the prestretching

rollers 22, 23 to be adjusted in an extremely precise and
rapid manner in order to maintain substantially constant
both the value of the film tension and the value of the
prestretching force on the film, in any operating mode.
[0162] This enables the possibility of having undesired
tension values to be reduced and even eliminated and
therefore possible damage to the film 3 to be reduced
and even eliminated during wrapping, and the quality of
the wrapping compared with known machines to be con-
sequently improved. The aforesaid description, although
with some different technical details, can also be extend-
ed to wrapping machines 1 in which the supporting struc-
ture 5 develops along a horizontal plane and the products
2 advance along a horizontal plane passing through the
rotatable ring 10 to be wound by the film 3 in successive
coils along a horizontal wrapping axis.

Claims

1. Method comprising unwinding a film (3) initially
wound on a reel (7) by a roller (22) and wrapping a
product (2) with said film (3) maintaining a desired
tension on said film (3), said unwinding comprising
rotating said roller (22) by motor means (25) around
a longitudinal axis at a rotation speed such as to give
to said film (3) said desired tension, characterised
in that it further comprises detecting an operating
parameter of said motor means (25), comparing said
operating parameter with a reference parameter, in-
tervening on said motor means (25) in such a way
as to decrease a deviation detected between said
operating parameter and said reference parameter.

2. Method according to claim 1, wherein said reference
parameter is chosen from a group comprising: rota-
tion speed, resisting torque, current intensity, current
frequency.

3. Method according to claim 1 or 2, wherein said de-
tecting comprises detecting at any instant a respec-
tive value of said operating parameter.

4. Method according to claim 1 or 2, wherein said de-
tecting comprises detecting at preset intervals re-
spective values of said operating parameter.

5. Method comprising unwinding a plastic film (3) ini-
tially wound on a reel (7) by a first roller (2-2) ar-
ranged further downstream and driven by first motor
means (25), and by a second roller (23) arranged
further upstream, stretching said film (3) by rotating
said first roller (22) at a first speed that is greater
than a second speed at which said second roller (23)
rotates, said stretching comprising individually con-
trolling said first motor means (25) and second motor
means (26) driving said second roller (23), wherein
said stretching comprises a calibrating phase in
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which a difference between said first speed and said
second speed is progressively increased until it
causes said film (3) to break and an operating differ-
ence is determined between said first speed and said
second speed that is less than said difference, said
operating difference being adopted during said
stretching, at the end of said calibrating phase.

6. Method according to claim 5, comprising wrapping
a product (2) with said film (3) maintaining a desired
tension on said film (3).

7. Method according to claim 6, wherein said unwinding
comprises rotating said first roller (22) at said first
speed such as to give said film (3) said desired ten-
sion.

8. Method according to claim 7, further comprising de-
tecting an operating parameter of said first motor
means (25), comparing said operating parameter
with a reference parameter, intervening on said mo-
tor means (25) in such a way as to decrease a de-
viation detected between said operating parameter
and said reference parameter.

9. Method according to claim 8, wherein said reference
parameter is chosen from a group comprising: rota-
tion speed, resisting torque, current intensity, current
frequency.

10. Method according to claim 8 or 9, wherein said de-
tecting comprises detecting at any instant a respec-
tive value of said operating parameter.

11. Method according to claim 8 or 9, wherein said de-
tecting comprises detecting at preset intervals re-
spective values of said operating parameter.

Patentansprüche

1. Verfahren, das das Abwickeln eines Films (3), der
anfänglich auf eine Spule (7) gewickelt ist, durch eine
Rolle (22) und das Einwickeln eines Produkts (2) mit
dem Film (3) umfasst, wobei eine gewünschte Span-
nung an dem Film (3) aufrechterhalten wird, wobei
das Abwickeln das Drehen der Rolle (22) durch eine
Motoreinrichtung (25) um eine Längsachse mit einer
Drehgeschwindigkeit umfasst, um dem Film (3) die
gewünschte Spannung zu verleihen, dadurch ge-
kennzeichnet, dass es ferner das Detektieren eines
Betriebsparameters der Motoreinrichtung (25), das
Vergleichen des Betriebsparameters mit einem Re-
ferenzparameter, das Eingreifen an der Motorein-
richtung (25) in einer solchen Weise, dass eine zwi-
schen dem Betriebsparameter und dem Referenz-
parameter detektierte Abweichung verringert wird,
umfasst.

2. Verfahren nach Anspruch 1, wobei der Referenzpa-
rameter aus einer Gruppe ausgewählt ist, die um-
fasst: die Drehgeschwindigkeit, das Widerstands-
drehmoment, die Stromintensität, die Stromfre-
quenz.

3. Verfahren nach Anspruch 1 oder 2, wobei das De-
tektieren das Detektieren eines jeweiligen Werts des
Betriebsparameters in irgendeinem Moment um-
fasst.

4. Verfahren nach Anspruch 1 oder 2, wobei das De-
tektieren das Detektieren von jeweiligen Werten des
Betriebsparameters in vorgegebenen Intervallen
umfasst.

5. Verfahren, das das Abwickeln eines Kunststofffilms
(3), der anfänglich auf eine Spule (7) gewickelt ist,
durch eine erste Rolle (22), die weiter stromabwärts
angeordnet ist und durch eine erste Motoreinrich-
tung (25) angetrieben wird, und durch eine zweite
Rolle (23), die weiter stromaufwärts angeordnet ist,
das Dehnen des Films (3) durch Drehen der ersten
Rolle (22) mit einer ersten Geschwindigkeit, die grö-
ßer ist als eine zweite Geschwindigkeit, mit der sich
die zweite Rolle (23) dreht, umfasst, wobei das Deh-
nen das individuelle Steuern der ersten Motorein-
richtung (25) und der zweiten Motoreinrichtung (26),
die die zweite Rolle (23) antreibt, umfasst, wobei das
Dehnen eine Kalibrierungsphase umfasst, in der ei-
ne Differenz zwischen der ersten Geschwindigkeit
und der zweiten Geschwindigkeit fortschreitend er-
höht wird, bis sie verursacht, dass der Film (3) bricht,
und eine Betriebsdifferenz zwischen der ersten Ge-
schwindigkeit und der zweiten Geschwindigkeit be-
stimmt wird, die geringer ist als die Differenz, wobei
die Betriebsdifferenz am Ende der Kalibrierungspha-
se während des Dehnens übernommen wird.

6. Verfahren nach Anspruch 5, das das Einwickeln ei-
nes Produkts (2) mit dem Film (3) umfasst, wobei
eine gewünschte Spannung an dem Film (3) auf-
rechterhalten wird.

7. Verfahren nach Anspruch 6, wobei das Abwickeln
das Drehen der ersten Rolle (22) mit der ersten Ge-
schwindigkeit umfasst, um dem Film (3) die ge-
wünschte Spannung zu verleihen.

8. Verfahren nach Anspruch 7, das ferner das Detek-
tieren eines Betriebsparameters der ersten Motor-
einrichtung (25), das Vergleichen des Betriebspara-
meters mit einem Referenzparameter, das Eingrei-
fen an der Motoreinrichtung (25) in einer solchen
Weise, dass eine zwischen dem Betriebsparameter
und dem Referenzparameter detektierte Abwei-
chung verringert wird, umfasst.

17 18 



EP 2 463 203 B1

11

5

10

15

20

25

30

35

40

45

50

55

9. Verfahren nach Anspruch 8, wobei der Referenzpa-
rameter aus einer Gruppe ausgewählt ist, die um-
fasst: die Drehgeschwindigkeit, das Widerstands-
drehmoment, die Stromintensität, die Stromfre-
quenz.

10. Verfahren nach Anspruch 8 oder 9, wobei das De-
tektieren das Detektieren eines jeweiligen Werts des
Betriebsparameters in irgendeinem Moment um-
fasst.

11. Verfahren nach Anspruch 8 oder 9, wobei das De-
tektieren das Detektieren von jeweiligen Werten des
Betriebsparameters in vorgegebenen Intervallen
umfasst.

Revendications

1. Procédé comprenant le débobinage d’un film (3) ini-
tialement enroulé sur une bobine (7) par un rouleau
(22) et l’emballage d’un produit (2) avec ledit film (3)
maintenant une tension désirée sur ledit film (3), ledit
débobinage comprenant la rotation dudit rouleau
(22) par des moyens moteurs (25) autour d’un axe
longitudinal à une vitesse de rotation telle que ladite
tension désirée est donnée audit film (3), caractéri-
sé en ce qu’il comprend en outre la détection d’un
paramètre de fonctionnement desdits moyens mo-
teurs (25), la comparaison dudit paramètre de fonc-
tionnement avec un paramètre de référence, l’inter-
vention sur lesdits moyens moteurs (25) de manière
à réduire un écart détecté entre ledit paramètre de
fonctionnement et ledit paramètre de référence.

2. Procédé selon la revendication 1, dans lequel ledit
paramètre de référence est choisi parmi un groupe
comprenant : vitesse de rotation, couple de résistan-
ce, intensité de courant, fréquence de courant.

3. Procédé selon la revendication 1 ou 2, dans lequel
ladite détection comprend la détection, à un instant
quelconque, d’une valeur respective dudit paramè-
tre de fonctionnement.

4. Procédé selon la revendication 1 ou 2, dans lequel
ladite détection comprend la détection, à des inter-
valles prédéfinis, de valeurs respectives dudit para-
mètre de fonctionnement.

5. Procédé comprenant le débobinage d’un film en ma-
tière plastique (3) initialement enroulé sur une bobi-
ne (7) par un premier rouleau (22) agencé en outre
en aval et entraîné par des premiers moyens mo-
teurs (25), et par un second rouleau (23) agencé en
outre en amont, l’étirage dudit film (3) en faisant tour-
ner ledit premier rouleau (22) à une première vitesse
qui est supérieure à une seconde vitesse à laquelle

ledit second rouleau (23) tourne, ledit étirage com-
prenant la commande individuelle desdits premiers
moyens moteurs (25) et seconds moyens moteurs
(26) entraînant ledit second rouleau (23), dans lequel
ledit étirage comprend une phase de calibrage dans
laquelle une différence entre ladite première vitesse
et ladite seconde vitesse est progressivement aug-
mentée jusqu’à ce qu’elle amène ledit film (3) à rom-
pre et une différence de fonctionnement est déter-
minée entre ladite première vitesse et ladite seconde
vitesse qui est inférieure à ladite différence, ladite
différence de fonctionnement étant adoptée pendant
ledit étirage, à la fin de ladite phase de calibrage.

6. Procédé selon la revendication 5, comprenant l’en-
veloppement d’un produit (2) avec ledit film (3) main-
tenant une tension désirée sur ledit film (3).

7. Procédé selon la revendication 6, dans lequel ledit
débobinage comprend la rotation dudit premier rou-
leau (22) à ladite première vitesse de manière à don-
ner audit film (3) ladite tension désirée.

8. Procédé selon la revendication 7, comprenant en
outre la détection d’un paramètre de fonctionnement
desdits premiers moyens moteurs (25), la compa-
raison dudit paramètre de fonctionnement avec un
paramètre de référence, l’intervention sur lesdits
moyens moteurs (25) de manière à réduire un écart
détecté entre ledit paramètre de fonctionnement et
ledit paramètre de référence.

9. Procédé selon la revendication 8, dans lequel ledit
paramètre de référence est choisi parmi un groupe
comprenant : vitesse de rotation, couple de résistan-
ce, intensité de courant, fréquence de courant.

10. Procédé selon la revendication 8 ou 9, dans lequel
ladite détection comprend la détection, à un instant
quelconque, d’une valeur respective dudit paramè-
tre de fonctionnement.

11. Procédé selon la revendication 8 ou 9, dans lequel
ladite détection comprend la détection, à des inter-
valles prédéfinis, de valeurs respectives dudit para-
mètre de fonctionnement.
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