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Description

[0001] The present invention relates to an order
changing method in a corrugating machine for manufac-
turing a corrugated fiberboard sheet. More particularly,
the present invention relates to an order changing meth-
od in a corrugating machine having the paper patch and
sheet taking arrangement of a corrugated fiberboard
web in such a manner that dividing slits of the corrugated
fiberboard web are set on an almost straight line before
and after an order change.

Description of the Related Art

[0002] Fig. 5 is a conceptual view showing a part of
the downstream side of a corrugating machine for man-
ufacturing a corrugated fiberboard sheet. In Fig. 5, a slit-
ter scorer stage 101 is provided on the ride side and a
cut-off stage 102 is provided on the left side. Cutting and
creasing are performed while a corrugated fiberboard
web 103 is running from the slitter scorer stage 101 to-
ward the cut-off stage 102.
[0003] The slitter scorer stage 101 comprises one cut-
ter 104 and two slitter scorer devices 105a and 105b.
One of the slitter scorer devices 105a and 105b is usu-
ally operated, and the other is kept with the setting
switched to cutting conditions corresponding to the next
order.
[0004] Trim ducts 150a and 150b for sucking a trim of
the corrugated fiberboard web 103 are provided behind
the slitter scorer devices 105a and 105b, respectively.
[0005] The cut-off stage 102 positioned on the down-
stream side of the slitter scorer step 101 comprises up-
per- and lower-stage cut-off devices 106 and 107 for cut-
ting the corrugated fiberboard web 103 in a transverse
direction orthogonal to a running direction thereof (here-
inafter referred to as a flow direction or a progress di-
rection).
[0006] According to such a corrugating machine 110,
the corrugated fiberboard web 103 stuck by means of a
double facer (not shown) which is provided on the up-
stream side is in the progress direction of the corrugated
fiberboard web 103 at the slitter scorer stage 101, and
is then cut to have the same length in the transverse
direction at the cut-off stage 102. Consequently, a plu-
rality of rectangular corrugated fiberboard sheets 111
and 112 shown in Fig. 6 can be manufactured. The cor-
rugated fiberboard sheets 111 and 112 are stacked by
means of a stacker.
[0007] Next, description will be given to a sheet taking
operation to be performed by the corrugating machine
110. The above-mentioned cut-off operation means a
so-called double cut-off operation to be performed by
the two cut-off devices 106 and 107. Fig. 6 is a plan view
showing the sheet taking operation for processing the
corrugated fiberboard web 103 by the double cut-off op-
eration.
[0008] The corrugated fiberboard web 103 is cut into

a plurality of portions along slitter cutting lines 120 in the
flow direction of the corrugated fiberboard web 103 at
the slitter scorer step 101. By using, as a boundary, a
dividing slit M which is one of the slitter cutting lines 120,
for example, an upper web 103a positioned on the upper
side in Fig. 6 and a lower web 103b are fed to the upper-
stage cut-off device 106 and the lower-stage cut-off de-
vice 107 respectively, and are cut by cut-off lines 121
and 122 in the transverse direction of the corrugated fib-
erboard web 103 and are cut away at equal intervals in
the flow direction respectively. Thus, the rectangular
corrugated fiberboard sheets 111 and 112 having differ-
ent dimensions can be manufactured in the upper-stage
cut-off device 106 and the lower-stage cut-off device
107, respectively.
[0009] For example, when the corrugated fiberboard
sheets 111 and 112 having different sizes are being
processed by the upper-stage cut-off device 106 and the
lower-stage cut-off device 107, a dimension of the sheet
to be cut by the cut-off devices 106 and 107 is changed
in some cases. This change is referred to as an order
change. The order change is performed in the following
two cases.

(1) Only one of the upper- and lower-stage cut-off
devices 106 and 107 is subjected to the order
change.

For example, the corrugated fiberboard sheets
111 and 112 are manufactured in independent pro-
duction lots by the upper-and lower-stage cut-off
devices 106 and 107, respectively. Therefore, even
if a predetermined number of corrugated fiberboard
sheets have been manufactured in one of the upper
and lower stages, the production is rarely finished
at the same time in the other stage. Accordingly, if
the production is completed in one of the upper and
lower stages (for example, the upper stage side
106), it is necessary to newly change the order. In
addition, if the kind of paper does not need to be
changed but only the width of the paper is to be
changed, the production should be continued with
the same order in another stage (for example, the
lower stage side 107).
(2) Before and after the order change, both the up-
per-and lower-stage cut-off devices 106 and 107
are subjected to the order change. At this time, it
does not matter if the kind of paper is changed.

[0010] Various order changing methods to be used in
the corrugating machine 110 have conventionally been
proposed. As one of examples, a method described in
Japanese Unexamined Patent Publication No. Hei
6-210772 and in document EP-A-0 607 084 on which
the preamble of claim 1 is based will be described below
with reference to Fig. 7. Fig. 5 described above illus-
trates equipment based on the method.
[0011] Fig. 7 shows a case in which the upper-stage
cut-off device 106 maintains the same order and the
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lower-stage cut-off device 107 performs an order
change to manufacture a product having a smaller
width. Accordingly, a web width is reduced according to
the width of the product before and after the order
change.
[0012] First of all, a corrugated fiberboard web 103x
having an old order is processed by the slitter scorer
device 105a shown in Fig. 5. In the slitter scorer device
105a, the corrugated fiberboard web 103x is cut by a
slitter cutting line 120x and a dividing slit Mx shown in
Fig. 7. Therefore, both ends 160x and 160x of the cor-
rugated fiberboard web 103x in a transverse direction
act as trims. The trims 160x and 160x are sucked into
the above-mentioned trim duct 150a (150b) and are re-
moved.
[0013] Next, upper and lower shafts of the slitter scor-
er device 105a are opened in a proper position on this
side of a paper patch portion, thereby stopping the cut-
ting. In advance, a trim cutting line 130 should be formed
on the ends of the corrugated fiberboard webs 103x and
103y by a rotary shear (not shown).
[0014] The reason why the trim cutting line 130 should
be formed will be described below. In a case where the
trim cutting line 130 is not formed on the trim 160x of the
corrugated fiberboard web 103x having an old order,
there is a possibility that the corrugated fiberboard web
103x might be pulled by the trim 160x and hit against
the trim duct 150a, thereby causing jam-up or the like.
[0015] Furthermore, if the trim cutting line 130 is not
formed on trims 160y and 160y of the corrugated fiber-
board web 103y having a new order, the trims 160y and
160y are kept coupled to the corrugated fiberboard web
103y so that the corrugated fiberboard web 103y is not
sucked into the trim duct 150a. Alternatively, if the cor-
rugated fiberboard web 103y is forcedly sucked into the
trim duct 150a with the trims 160y and 160y kept cou-
pled to the corrugated fiberboard web 103y, there is a
possibility that an inconvenience might be caused, that
is, the trim duct 150a becomes clogged.
[0016] In order to denote parts before and after the
order change by designations, particularly, an old order
before the order change is indicated as x, and a new
order after the order change is indicated as y.
[0017] Next, a paper patch portion is interposed to
form a proper space, thereby operating the slitter scorer
device 105b. Thus, the cutting of the corrugated fiber-
board web 103y having a new order is started. In an or-
der changing area 131, slitter cutting lines 120x and
120y having old and new orders are not provided. A di-
viding slit N is formed in the order changing area OC by
a cutter 104 and the corrugated fiberboard web 103 to
be fed to the upper- and lower-stage cut-off devices 106
and 107 is divided into two portions. Consequently, the
order change can be performed without separating the
corrugated fiberboard web 103x having the old order
from the corrugated fiberboard web 103y having the
new order before and after the order change.
[0018] Conventionally, the corrugated fiberboard web

103 is generally passed with the centers of the old and
new corrugated fiberboard webs 103x and 103y in the
transverse direction aligned with the center of the cor-
rugating machine 110. On the assumption that such a
method is used, equipment itself has been designed.
For example, generally, a stage roll and a pressure roll
are pressurized by a single facer, a double facer and the
like symmetrically horizontally based on the center of a
machine. Accordingly, dividing slits Mx and My of the old
and new webs for dividing the corrugated fiberboard
webs 103x and 103y to be fed to the upper- and lower-
stage cut-off devices 106 and 107 are changed in the
transverse direction, respectively.
[0019] However, the conventional order changing
method in the corrugating machine described above has
had the following problems.

(1) The order changing area OC is provided on the
paper patch portions of the old and new corrugated
fiberboard webs 103x and 103y. Correspondingly,
defective sheets 131x and 131y which cannot be-
come products have lengths increased.
(2) Moreover, the positions of the dividing slits Mx
and My are moved in the transverse direction. Con-
sequently, it is necessary to reset the vertical dis-
tributing position of a slat of a web director 132
shown in Fig. 5 in a very short time according to a
timing of passage through the order changing area
OC. If the setting cannot be well performed, the cor-
rugated fiberboard web 103 cannot be supported
stably so that jam-up and poor precision are
caused.
(3) Furthermore, the stacking portion of the stacker
provided on the upper-stage cut-off device 106 can-
not perform a continuous stacking operation be-
cause a sheet discharge position is changed in the
transverse direction irrespective of the same order.
Therefore, it is necessary to expel a stack once dur-
ing the stacking operation and to newly perform the
stacking operation.

Summary of the Invention

[0020] In consideration of the above-mentioned con-
ventional problems, it is an object of the present inven-
tion to provide an order changing method in a corrugat-
ing machine which can decrease the number of defec-
tive sheets generated during an order change and can
perform a continuous stacking operation in a stacking
portion of an upper-stage stacker.
[0021] In order to achieve the above-mentioned ob-
ject, the present invention provides an order changing
method in a corrugating machine comprising a slitter
scorer device and a plurality of cut-off devices, the meth-
od comprising, in the slitter scorer device, the steps of:

cutting a corrugated fiberboard web along slitter
cutting lines in a running direction thereof;
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dividing the cut corrugated fiberboard webs into at
least two portions by using, as a boundary, a divid-
ing slit which is one of the slitter cutting lines; and
feeding the divided corrugated fiberboard webs to
the cut-off device, and
the method comprising, in the cut-off device, the
steps of:
cutting and separating each of the corrugated fiber-
board webs in a direction orthogonal to the running
direction thereof,
supplying the corrugated fiberboard web having a
new order followed by the corrugated fiberboard
web having an old order; and
setting a dividing slit of the corrugated fiberboard
web having an old order and a dividing slit of the
corrugated fiberboard web having a new order on
almost the same straight line when making a
change from the corrugated fiberboard web having
an old order to the corrugated fiberboard web hav-
ing a new order.

[0022] The above-mentioned order changing method
can be employed in upper- and lower-stage cut-off de-
vices, for example, and can continuously perform pro-
duction with the same order in the upper-stage cut-off
device and can cope with an order change in which the
kind of paper is not changed but only a width thereof is
to be changed in the lower-stage cut-off device. In this
case, it is not necessary to change the position of a
stacker provided on the upper-stage cut-off device and
to perform a stacking operation again. Furthermore, the
order changing method can also cope with an order
change in which the web widths should be changed in
the upper- and lower-stage cut-off devices.
[0023] Moreover, other embodiment of the present in-
vention is the order changing method in a corrugating
machine, further comprising the step of cutting both
ends in the cross direction of the corrugated fiberboard
webs having new and old orders and sucking a trim ob-
tained by the cutting by means of a trim duct.
[0024] And, the present invention can further adopt
the order changing method in a corrugating machine,
wherein means for cutting the corrugated fiberboard
web in the slitter scorer device serves to perform the
cutting by means of slitter knives provided vertically in
the slitter scorer device.
[0025] According to the above-mentioned order
changing method, the dividing slits are set on almost the
same straight line before and after the order change.
Therefore, an extra length equivalent to the convention-
al order changing area is eliminated. Therefore, the loss
of sheets can be reduced.
[0026] As described above, the order changing meth-
od in the corrugating machine according to the present
invention has the following effects.

(1) The position of the dividing slit is not changed in
the transverse direction before and after the order

change. Therefore, it is not necessary to change the
setting of a web guide. Consequently, the causes of
the generation of jam-up can be reduced.
(2) In a case where one of the cut-off devices con-
tinues the same order, the position of the stacker is
not changed in the transverse direction after a cut-
off operation. Therefore, it is not necessary to per-
form the stacking operation again. Consequently,
the causes of the disorder of sheets on the stacker
and the jam-up can be eliminated.
(3) The extra length equivalent to the conventional
order changing area is eliminated. Therefore, it is
possible to decrease the loss of sheets.

Brief Description of the Drawings

[0027]

Figure 1 is a conceptual view showing a latter half
part of a corrugating machine to which an order
changing method according to the present inven-
tion is applied;
Figure 2 is a sectional view taken along the line A -
A in Figure 1;
Figure 3 is a plan view showing a corrugated fiber-
board web in which a sheet taking operation has
been performed by an order changing method ac-
cording to an embodiment of the present invention;
Figure 4 is a plan view showing a corrugated fiber-
board web in which a sheet taking operation has
been performed by an order changing method ac-
cording to another embodiment of the present in-
vention;
Figure 5 is a conceptual view showing a latter half
part of a corrugating machine to which an order
changing method according to the prior art is ap-
plied;
Figure 6 is a plan view showing a corrugated fiber-
board web in which a sheet taking operation has
been performed; and
Figure 7 is a plan view showing a corrugated fiber-
board web in which the sheet taking operation has
been performed by the order changing method ac-
cording to the prior art.

Detailed Description of Preferred Embodiments

[0028] A corrugating machine performing an order
changing method according to an embodiment of the
present invention will be described below in detail with
reference to the drawings. Fig. 1 is a conceptual view
showing a latter half part of the corrugating machine 1.
A rotary shear 2 is provided on a right end in Fig. 1. A
slitter scorer step 3 and a cut-off step 4 are provided on
the downstream side of the rotary shear 2. A double fac-
er which is not shown is provided on the upstream side
of the rotary shear 2.
[0029] The rotary shear 2 is a device for cutting a cor-
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rugated fiberboard web 5 in a transverse direction which
is manufactured continuously at a former step and for
forming a notch on both ends of the corrugated fiber-
board web 5 in the transverse direction.
[0030] The slitter scorer step 3 comprises one cutter
6, two slitter scorer devices 7a and 7b, and trim ducts
7c and 7d. The slitter scorer devices 7a and 7b serve to
perform the creasing of a corrugated fiberboard box on
the running corrugated fiberboard web 5 and to cut the
corrugated fiberboard web 5 to have a predetermined
width in a flow direction. Thus, a plurality of sheets can
be manufactured at the same time, that is, a multiple
taking operation can be carried out. Furthermore, the
trim ducts 7c and 7d are provided behind the slitter scor-
er devices 7a and 7b respectively, and serve to suck
trims 23x and 23y of the corrugated fiberboard web 5
shown in Fig. 3.by air and to remove them.
[0031] With reference to Fig. 2, the trims 23x and 23y
will be described below. Fig. 2 is a sectional view taken
along the line A - A in Fig. 1. In the slitter scorer device
7a, rotary shafts 170 and 171 are supported vertically
and are provided with slitter knives 172 and 173 at reg-
ular intervals. The ends of the corrugated fiberboard
web 5 in the transverse direction are cut by the outer-
most one of the slitter knives 172 and 173, thereby form-
ing the trims 23x and 23y.
[0032] The trims 23x and 23y are provided for the fol-
lowing purpose.
[0033] The corrugated fiberboard web 5 is formed by
sticking a plurality of sheets together. Therefore, the
shift of the sheets is easily caused. Furthermore, the
corrugated fiberboard web 5 meanders during running.
Therefore, the ends should be cut to obtain an accurate
sheet width. In addition, the two slitter scorer devices 7a
and 7b are provided in the flow direction of the corrugat-
ed fiberboard web 5. By alternately using the slitter scor-
er devices 7a and 7b every order change, consequently,
it is possible to shorten a time taken for a resetting op-
eration to be performed along with an order change.
[0034] The cut-off step 4 comprises the upper-stage
cut-off device 8 and the lower-stage cut-off device 9, de-
fective removing devices 10 and 11, and a stacker 13 (a
part of which is shown in Fig. 1). The cut-off devices 8
and 9 serve to cut the corrugated fiberboard web 5 at
the slitter scorer step 3 in the transverse direction or-
thogonal to a progress direction thereof. The defective
removing devices 10 and 11 are provided adjacently to
the cut-off devices 8 and 9, and discharge a paper patch
portion between an old order and a new order which is
cut with a predetermined defective portion cutting
length, respectively. Furthermore, the stacker 13 is pro-
vided on the downstream side of the defective removing
devices 10 and 11, and serves to stack a rectangular
sheet 12 cut by the cut-off devices 8 and 9. The cut-off
devices 8 and 9 , the defective removing devices 10 and
11, and the stackers 13 and 13 are of a so-called double
cut-off type in which two sets are provided, respectively.
The cut-off device 9 provided on the upstream side is

an upper-stage cut-off device for feeding the corrugated
fiberboard web 5 to the lower stage side by a web direc-
tor 14 and for then cutting the corrugated fiberboard web
5, and the cut-off device 8 provided on the downstream
side is a lower-stage cut-off device for feeding the cor-
rugated fiberboard web 5 to the upper stage side by the
web director 14 and for then cutting the corrugated fib-
erboard web 5.
[0035] The corrugating machine 1 performs the
creasing of a corrugated fiberboard box on the corrugat-
ed fiberboard web 5 stuck by a double facer (not shown)
provided on the upstream side at the slitter scorer step
3, and forms a plurality of slitter cutting lines (hereinafter
referred to as cutting lines) 20 shown in Fig. 3 to have
a predetermined length in the progress direction of the
corrugated fiberboard web 5, thereby performing a cut-
ting operation. The corrugated fiberboard web 5 cut into
a plurality of portions is divided into two parts in the
transverse direction by using, as a boundary, a dividing
slit M which is one of the cutting lines 20. The two parts
are fed to the two cut-off devices 8 and 9, respectively.
In the cut-off devices 8 and 9, the corrugated fiberboard
web 5 is cut into rectangular corrugated fiberboard
sheets 22a and 22b having predetermined sizes by a
cut-off line 21 shown in Fig. 3 in the transverse direction
orthogonal to the progress direction. The corrugated fib-
erboard sheets 22a and 22b are stacked by the stacker
13.
[0036] With reference to Fig. 3, description will be giv-
en to a sheet taking operation to be performed before
and after the order change of the old and new corrugat-
ed fiberboard webs 5x and 5y.
[0037] The present invention is characterized in that
a product is taken in such a manner that the centers of
the old and new corrugated fiberboard webs 5x and 5y
in the transverse direction are not conventionally made
coincident with each other but a dividing slit Mx before
the order change and a dividing slit My after the order
change are set on almost the same straight line when
the order change is to be performed.
[0038] Fig. 3 shows an example of the order change
in which continuous production is performed with the
same order in one of the two cut-off devices 8 and 9 and
the kind of paper is not changed but only a width thereof
is varied in the other cut-off device 8 or 9. For example,
in a case where an upper web 5a positioned on the up-
per side in Fig. 3 is fed to the upper-stage cut-off device
8 and is cut in the transverse direction and a lower web
5b provided on the lower side is fed to the lower-stage
cut-off device 9 and is cut in the transverse direction,
the production is continued with the same order in the
upper-stage cut-off device 8 and the order change is
performed in the lower-stage cut-off device 9. In this
case, it does not matter if a cutting length is changed.
[0039] The corrugated fiberboard webs 5x and 5y per-
form a paper patching operation in such a manner that
their dividing slits Mx and My are coincident with each
other before and after the order change, that is, they are
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positioned on almost the same straight line. Accordingly,
if the trims 23x and 23y have the same widths before
and after the order change, the paper patching opera-
tion is carried out with the ends of the paper aligned with
each other.
[0040] As shown in Fig. 1, in a case where the
processing is performed with an old order by the slitter
scorer device 7a and with a new order by the slitter scor-
er device 7b, a slitter cutting line 20x is formed up to the
vicinity of the paper patch portion of the old order by the
slitter scorer device 7a. Then, the slitter scorer device
7b is actuated to perform a processing in such a manner
that at least a part of a slitter cutting line 20y of the new
order overlaps with the slitter cutting line 20x by the slit-
ter scorer device 7b as shown in Fig. 3. The overlapping
slitter cutting lines 20x and 20y are the dividing slits Mx
and My. A trim cutting line 24 is formed, by the rotary
shear 2, in the trim 23y on the lower side of the new web
5y connected to the old web 5x in Fig. 3. As is apparent
from the drawing, a cutting groove which has conven-
tionally been provided in an order changing area, that
is, a dividing slit N is unnecessary.
[0041] While Fig. 3 has shown the case where one of
the orders keeps the same way before and after the or-
der change, the method according to the present inven-
tion can also be applied to a case where the order
change is performed in the upper and lower stages. An
example of the order change in such a case is illustrated
in Fig. 4. In the same manner as the example of Fig. 3,
the paper patch and sheet taking arrangement of the old
and new webs 5x and 5y is used such that the dividing
slits Mx and My are set on almost the same straight line
before and after the order change.
[0042] Although the ends of the paper are set on an
almost straight line in Fig. 3, the ends of the paper patch
portion make steps in Fig. 4. For this reason, a trim cut-
ting line 25 is formed on the upper trim 23x of the old
web 5x by a rotary shear 11 as shown. Others are the
same as in the order changing method described with
reference to Fig. 3.
[0043] In this case, if a total width W of the old and
new webs exceeds a maximum width with which papers
can pass through a machine as shown, the order
change is performed by the above-mentioned conven-
tional method. According to the present embodiment,
consequently, the cutter 6 is provided in a conventional
manner.

Claims

1. An order changing method in a corrugating machine
comprising a slitter scorer device (7a, 7b) and a plu-
rality of cut-off devices (8, 9), the method compris-
ing, in the slitter scorer device, the steps of:

cutting a corrugated fiberboard web (5) along
slitter cutting lines (20) in a running direction

thereof;
dividing the cut corrugated fiberboard web (5)
into at least two portions by using, as a bound-
ary, a dividing slit which is one of the slitter cut-
ting lines; and
feeding the divided corrugated fiberboard webs
to the cut-off device, and
the method comprising, in the cut-off device,
the steps of:

cutting and separating each of the corru-
gated fiberboard webs in a direction or-
thogonal to the running direction thereof,
supplying the corrugated fiberboard web
having a new order followed by the corru-
gated fiberboard web having an old order;
and characterised in that it comprises the
further step of
setting a dividing slit (Mx) of the corrugated
fiberboard web having an old order and a
dividing slit (My) of the corrugated fiber-
board web having a new order on almost
the same straight line when making a
change from the corrugated fiberboard
web having an old order to the corrugated
fiberboard web having a new order.

2. The order changing method in a corrugating ma-
chine according to claim 1, wherein the cut-off de-
vice includes an upper-stage cut-off device (8) and
a lower-stage cut-off device (9), and

if whole widths of the corrugated fiberboard
webs having new and old orders are different from
each other and a length from an edge in a cross
direction of the corrugated fiberboard web having a
new order to the dividing slit is almost equal to a
length from an edge in a cross direction of the cor-
rugated fiberboard web having an old order to the
dividing slit, means for setting the dividing slit of the
corrugated fiberboard web having an old order and
the dividing slit of the corrugated fiberboard web
having a new order on almost the same straight line
serves to adjust the edge in the cross direction of
the corrugated fiberboard web having a new order
correspondingly to the edge in the cross direction
of the corrugated fiberboard web having an old or-
der, thereby performing the order changing of the
corrugated fiberboard web in either the upper-stage
or the lower-stage cut-off device.

3. The order changing method in a corrugating ma-
chine according to claim 1, wherein the cut-off de-
vice includes an upper-stage cut-off device (8) and
a lower-stage cut-off device (9), and

if a length from an edge in a cross direction of
the corrugated fiberboard web having a new order
to the dividing slit is different from a length from an
edge in a cross direction of the corrugated fiber-
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board web having an old order to the dividing slit,
the dividing slit (Mx) of the corrugated fiberboard
web having an old order and the dividing slit (My)
of the corrugated fiberboard web having a new or-
der are set on almost the same straight line, thereby
performing the order changing of the corrugated fib-
erboard web in both the upper-stage and lower-
stage cut-off devices.

4. The order changing method in a corrugating ma-
chine according to any of claims 1 to 3, further com-
prising the step of cutting both ends in the cross di-
rection of the corrugated fiberboard webs having
new and old orders and sucking a trim obtained by
the cutting by means of a trim duct (7c, 7d).

5. The order changing method in a corrugating ma-
chine according to any of claims 1 to 4, wherein
means for cutting the corrugated fiberboard web in
the slitter scorer device serves to perform the cut-
ting by means of slitter knives (172, 173) provided
vertically in the slitter scorer device.

Patentansprüche

1. Verfahren zum Wechseln zwischen Aufträgen in ei-
ner Wellpappemaschine mit einer Längsschneid-
einrichtung (7a, 7b) und einer Mehrzahl von Quer-
schneideinrichtungen (8, 9), das in der Längs-
schneideinrichtung die folgenden Stufen umfasst:

Längsschneiden einer Wellpappebahn (5)
längs in deren Längsrichtung verlaufenden
Schneidlinien (20),
Aufschneiden der Wellpappebahn (5) in wenig-
stens zwei Teile durch Verwendung einer der
Schneidlinien als Begrenzung und
Einspeisen der geschnittenen Wellpappebah-
nen in die Querschneideinrichtung;
und das in der Querschneideinrichtung die fol-
genden Schritte umfasst:

Schneiden und Unterteilen jeder Wellpap-
pebahn in einer zu deren Laufrichtung or-
thogonalen Richtung und
Zuführen der Wellpappebahn für eine neue
Bestellung gefolgt von der Wellpappebahn
einer früheren Bestellung,

dadurch gekennzeichnet, dass es die weiteren
Schritte umfasst:

Einfügen eines Trennschlitzes (Mx) einer frü-
heren Bestellung in die Wellpappebahn und ei-
nes Trennschlitzes (My) einer neuen Bestel-
lung in die Wellpappebahn an etwa der glei-
chen geraden Linie beim Wechsel von der Well-

pappebahn einer früheren Bestellung zur Well-
pappebahn einer neuen Bestellung.

2. Verfahren zum Wechseln zwischen Aufträgen in ei-
ner Wellpappemaschine nach Anspruch 1, bei der
die Querscheideinrichtung eine obere Schneidein-
richtung (8) und eine untere Schneideinrichtung (9)
umfasst,
bei dem, wenn die Gesamtbreiten der Wellpappe-
bahnen für neue und frühere Aufträge voneinander
abweichen und die Länge von einem Querrand der
Wellpappebahn zum Trennschlitz einer neuen Be-
stellung fast gleich zur Länge von einem Querrand
der Wellpappebahn zum Trennschlitz eines frühe-
ren Auftrags ist,
eine Einrichtung zum Setzen des Trennschlitzes
der Wellpappebahn eines früheren Auftrags und
des Trennschlitzes der Wellpappebahn eines neu-
en Auftrags auf nahezu die gleiche gerade Linie
verwendet wird, den Rand in der Querrichtung der
Wellpappebahn eines neuen Auftrags entspre-
chend dem Rand in der Querrichtung der Wellpap-
pebahn des früheren Auftrags einzustellen und auf
diese Weise das Wechseln zwischen Aufträgen der
Wellpappebahn in entweder der oberen oder der
unteren Querschneideeinrichtung auszuführen.

3. Verfahren zum Wechseln zwischen Aufträgen in ei-
ner Wellpappemaschine nach Anspruch 1, bei der
die Querschneideeinrichtung eine obere Schneide-
einrichtung (8) und eine untere Schneideeinrich-
tung (9) umfasst,
bei dem, wenn die Länge von einem Rand in Quer-
richtung der Wellpappebahn bis zum Trennschlitz
eines neuen Auftrags von der Länge von einem
Rand in Querrichtung der Wellpappebahn bis zum
Trennschlitz eines früheren Auftrags abweicht, der
Trennschlitz (Mx) der Wellpappebahn eines frühe-
ren Auftrags und der Trennschlitz (My) der Wellpap-
pebahn eines neuen Auftrags auf etwa die gleiche
gerade Linie gesetzt werden und auf diese Weise
das Wechseln zwischen Aufträgen der Wellpappe-
bahn in sowohl der oberen als auch der unteren
Querschneideeinrichtung ausgeführt wird.

4. Verfahren zum Wechseln zwischen Aufträgen in ei-
ner Wellpappemaschine nach einem der Ansprü-
che 1 bis 3, das den weiteren Schritt umfasst,
Schneiden der beiden Enden in Querrichtung der
Wellpappebahnen mit neuen und früheren Aufträ-
gen und Absaugen der durch die Schneideinrich-
tung angefallenen Schneidabfälle mit Hilfe eines
Schneidabfallkanals (7c, 7d).

5. Verfahren zum Wechseln zwischen Aufträgen in ei-
ner Wellpappemaschine nach einem der Ansprü-
che 1 bis 4, bei dem eine Einrichtung zum Schnei-
den der Wellpappebahn in der Längsscheideinrich-
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tung dazu dient, das Schneiden mittels Schneid-
messern (172, 173), die vertikal in der Längsscheid-
einrichtung vorgesehen sind, auszuführen.

Revendications

1. Procédé de changement d'état dans une machine
à faire le carton ondulé comprenant un dispositif de
découpage en long - marquage (7a, 7b) et plusieurs
dispositifs de coupe (8, 9), le procédé comprenant,
dans le dispositif de découpage en long - marqua-
ge, les étapes :

de coupe d'une bande de carton dur ondulé (5)
le long de lignes de coupe de découpage en
long (20) dans sa direction d'avance ;
de division de la bande de carton dur ondulé
coupée (5) en au moins deux parties par utili-
sation, en tant que frontière, d'une fente de di-
vision qui constitue l'une des lignes de coupe
de découpage en long ; et
d'avance des bandes de carton dur ondulé di-
visées vers le dispositif de coupe, et
le procédé comprenant, dans le dispositif de
coupe, les étapes :

de coupe et de séparation de chacune des
bandes de carton dur ondulé dans une di-
rection orthogonale à leur direction d'avan-
ce,
de délivrance de la bande de carton dur on-
dulé se trouvant dans un nouvel état suivie
par la bande de carton dur ondulé se trou-
vant dans un état précédent ; et

caractérisé en ce qu'il comprend en outre
l'étape

d'établissement d'une fente de division (Mx)
de la bande de carton dur ondulé se trouvant dans
un état précédent et d'une fente de division (My) de
la bande de carton dur ondulé se trouvant dans un
nouvel état sur pratiquement la même ligne droite
lors d'un passage de la bande de carton dur ondulé
se trouvant dans un état précédent à la bande de
carton dur ondulé se trouvant dans un nouvel état.

2. Procédé de changement d'état dans une machine
à faire le carton ondulé selon la revendication 1,
dans lequel le dispositif de coupe comprend un dis-
positif de coupe d'étage supérieur (8) et un dispositif
de coupe d'étage inférieur (9), et

si les largeurs hors tout des bandes de carton
dur ondulé se trouvant dans les états nouveau et
précédent sont différentes les unes des autres et si
une longueur allant d'un bord, dans la direction
transversale de la bande de carton dur ondulé se
trouvant dans un nouvel état, à la fente de division

est pratiquement égale à une longueur allant d'un
bord, dans une direction transversale de la bande
de carton dur ondulé se trouvant dans un état pré-
cédent, à la fente de division, un moyen servant à
fixer la fente de division de la bande de carton dur
ondulé se trouvant dans un état précédent et la fen-
te de division de la bande de carton dur ondulé se
trouvant dans un nouvel état sur pratiquement la
même ligne droite sert à régler le bord dans la di-
rection transversale de la bande de carton dur on-
dulé se trouvant dans un nouvel état en correspon-
dance avec le bord dans la direction transversale
de la bande de carton dur ondulé se trouvant dans
un état précédent, en effectuant ainsi le change-
ment d'état de la bande de carton dur ondulé dans
l'un ou l'autre des dispositifs de coupe d'étage su-
périeur ou de coupe d'étage inférieur.

3. Procédé de changement d'état dans une machine
à faire le carton ondulé selon la revendication 1,
dans lequel le dispositif de coupe comprend un dis-
positif de coupe d'étage supérieur (8) et un dispositif
de coupe d'étage inférieur (9), et

si une longueur allant d'un bord, dans la di-
rection transversale de la bande de carton dur on-
dulé se trouvant dans un nouvel état, à la fente de
division est différente d'une longueur allant d'un
bord, dans la direction transversale de la bande de
carton dur ondulé se trouvant dans un état précé-
dent, à la fente de division, la fente de division (Mx)
de la bande de carton dur ondulé se trouvant dans
un état précédent et la fente de division (My) de la
bande de carton dur ondulé se trouvant dans un
nouvel état sont fixées sur pratiquement la même
ligne droite, en effectuant ainsi le changement
d'état de la bande de carton dur ondulé dans les
dispositifs de coupe à la fois d'étage supérieur et
d'étage inférieur.

4. Procédé de changement d'état dans une machine
à faire le carton ondulé selon l'une quelconque des
revendications 1 à 3, comprenant en outre l'étape
de coupe des deux extrémités, dans la direction
transversale, des bandes de carton dur ondulé se
trouvant dans des états nouveau et précédent et
d'aspiration, au moyen d'une canalisation de chute
(7c, 7d), d'une chute obtenue par la coupe.

5. Procédé de changement d'état dans une machine
à faire le carton ondulé selon l'une quelconque des
revendications 1 à 4, dans lequel un moyen destiné
à couper la bande de carton dur ondulé dans le dis-
positif de découpage en long - marquage sert à ef-
fectuer la coupe au moyen de couteaux de décou-
page en long (172, 173) disposés verticalement
dans le dispositif de découpage en long - marqua-
ge.
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