
Printed by Jouve, 75001 PARIS (FR)

(19)
E

P
3 

34
5 

73
6

A
1

TEPZZ¥¥457¥6A_T
(11) EP 3 345 736 A1

(12) EUROPEAN PATENT APPLICATION

(43) Date of publication: 
11.07.2018 Bulletin 2018/28

(21) Application number: 17150443.4

(22) Date of filing: 05.01.2017

(51) Int Cl.:
B29C 43/24 (2006.01) B29C 43/28 (2006.01)

B29C 43/30 (2006.01) B29L 30/00 (2006.01)

B29C 43/46 (2006.01)

(84) Designated Contracting States: 
AL AT BE BG CH CY CZ DE DK EE ES FI FR GB 
GR HR HU IE IS IT LI LT LU LV MC MK MT NL NO 
PL PT RO RS SE SI SK SM TR
Designated Extension States: 
BA ME
Designated Validation States: 
MA MD

(71) Applicant: Rodolfo Comerio Srl
21058 Solbiate Olona (VA) (IT)

(72) Inventor: COMERIO, Carlo
21058 Solbiate Olona (VA) (IT)

(74) Representative: Zardi, Marco
M. Zardi & Co. SA 
Via Pioda 6
6900 Lugano (CH)

(54) CALENDER MACHINE FOR MANUFACTURING LAMINATED PRODUCTS SUCH AS 
RUBBER-COATED TEXTILE OR METAL FABRICS

(57) Calender machine for applying elastomer mate-
rial onto a substrate (3), for example for manufacturing
rubber-coated textile or metal fabrics, comprising a pair
of working cylinders (1, 2) and a pair of respective coun-
ter-cylinders (7, 8) for calendering and spreading the
elastomer material on the surface of said working cylin-

ders, wherein a working cylinder (1) is movable so as to
adjust a gap (6) for the substrate between the two working
cylinders, the respective counter-cylinder (7) is kept at
to distance therefrom, and the thrust of the counter-cyl-
inder is balanced by a hydrostatic plane (15).
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Description

Field of application

[0001] The invention relates to the field of calender ma-
chines for applying an elastomer over a substrate and
for manufacturing laminated or coupled products such
as, for example, rubber-coated textile or metal fabrics,
where the fabric is joined to a layer of elastomer or en-
closed between two layers of elastomer.

Prior art

[0002] Known products which are generally referred to
as "laminated products" comprise a substrate coated on
at least one side with a layer of elastomer. For example
these products include so-called rubber-coated textile or
metal fabrics comprising a textile or metal fabric sub-
strate, coated on both sides with a layer of natural rubber
or, more often, of synthetic rubber.
[0003] Rubber-coated textile or metal fabrics are used
for example for the manufacture of liners of tyres, con-
veyor belts, drive belts, etc. For easier illustration, the
term of rubber-coated fabrics will be used hereinbelow
to refer to these products.
[0004] The above mentioned laminated products are
manufactured continuously on specially designed cal-
ender machines, with a width generally ranging between
one metre and three metres.
[0005] The calender machines for this purpose com-
prise a group of cylinders which, in turn, typically includes
two (generally intermediate) cylinders, termed working
cylinders, working in direct contact with the substrate,
and one or two counter-cylinders (at the ends) arranged
to distribute one or two elastomers in a suitable manner
over the surface of the working cylinders.
[0006] Said cylinders have parallel axes and the work-
ing cylinders are located on opposite sides of the sub-
strate. For example, in a preferred embodiment, the sub-
strate travels horizontally tangent to the two working cyl-
inders and hence an upper working cylinder and a lower
working cylinder relative to the substrate can be identi-
fied.
[0007] A clearance for passage of the substrate, also
termed passage gap, is defined between the two working
cylinders.
[0008] The machine comprises a first adjustment de-
vice which comprises a position control system, normally
hydraulic, and which is able to displace a movable work-
ing cylinder (for example the upper one) according to an
adjustment direction, away from or toward the other work-
ing cylinder, so as to adjust the gap. For this purpose,
the movable working cylinder may travel along a sliding
plane, back and forth in the aforementioned adjustment
direction.
[0009] Each of the two counter-cylinders, on the other
hand, is adjacent and counter-rotating relative to a re-
spective working cylinder. The task of each counter-cyl-

inder is essentially to plasticise and calender the elas-
tomer, in the form of a sheet of uniform thickness, over
the surface of the respective working cylinder. In this way
the working surface of the cylinders is "rubberized" and
allowed to transfer one or two elastomers onto the sub-
strate.
[0010] Each elastomer is fed into a narrow space be-
tween a counter-cylinder and a working cylinder. The
counter-cylinder is also movable and is associated with
a second adjustment device, generally also of the hy-
draulic type.
[0011] During operation, said counter-cylinder is gov-
erned essentially by means of a position control system;
in other words said second adjustment device controls
the gap between the counter-cylinder and the working
cylinder. Consequently, also the thrust between the
counter-cylinder and the working cylinder is regulated to
obtain the desired plasticization and calendering of the
elastomer.
[0012] The design of such a machine poses a series
of technical challenges which are still open. In particular,
the process must be carefully adjusted in order to obtain
the desired features of the end product.
[0013] Firstly, the gap between the counter-cylinder
and the working cylinder must be set carefully, by means
of said second adjustment device acting on the counter-
cylinder, to obtain uniform calendering of the elastomer
to the desired thickness, while counteracting at the same
time the reactive thrust of the elastomeric mass.
[0014] Said reactive thrust is of a considerable magni-
tude, typically of the order of 300 kg (about 3 kN) for each
centimetre of width of the elastomer produced, and in
some circumstances it may be significantly higher reach-
ing up to 900 kg (about 9 kN), and must be suitably coun-
teracted by the working cylinder supports. The width of
the elastomer usually ranges from 100 to 300 cm which
means the thrust is generally from 30,000 to 270,000 kg
(about 3 .105 -27 .105 N).
[0015] Second, the gap between the two working cyl-
inders must be set with a high precision: too large a gap
does not allow proper application of the elastomer (for
example it does not allow the elastomer to penetrate be-
tween the threads of a fabric substrate) and delivers a
product of poor quality, while too small a gap would cause
an excessive thrust and, consequently, rejection of part
of the elastomer with the risk of damaging the product.
Moreover, the gap between the working cylinders should
be quickly and continuously regulated for adaptation to
the current conditions of the elastomer which have a cer-
tain variability.
[0016] In order to understand the complexity of the
process and its response to the various parameters, the
following can be considered for example.
[0017] A reduction in the thickness of the elastomer
produced during the preceding calendering operation (by
means of the counter-cylinder) brings the elastomer
away from the substrate, and vice versa an increase in
the thickness brings the elastomer toward the substrate.
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This may happen for example when a system for auto-
matically and continuously adjusting the thickness of the
elastomer produced between counter-cylinder and work-
ing cylinder is not provided, or does not operate properly.
[0018] A reduction in the temperature of one of the two
working cylinders results in a reduction in the diameter
of said cylinder and brings the elastomer away from the
substrate; on the other hand, an increase in the temper-
ature brings the elastomer closer to the substrate. This
may happen for example when feeding of the material
between the counter-cylinder and the working cylinder is
not constant and uniform over the whole width and, as
such, alternately increases the mass of elastomer mate-
rial between the cylinders, with consequent cooling there-
of, and vice versa.
[0019] An error in rotation of one of the two working
cylinders, which may be caused for example by a con-
struction defect of the cylinder or of a support bearing of
the cylinder, results in a continuous movement of the
elastomer away from and toward the substrate. This may
happen in absence of a proper periodic maintenance of
the cylinder groups of the calender machine.
[0020] For these reasons, it is preferred in the prior art
to keep the working cylinders slightly more open, i.e.
more distanced, than the optimum value, in order to work
with a certain safety margin.
[0021] A drawback of the prior art calender machines
is that control of the working cylinders is based substan-
tially on a position adjustment only, i.e. by detecting and
adjusting the passage gap between said two cylinders.
This position control, however, constitutes an indirect
system of managing the penetration of the elastomer into
the substrate, which ultimately depends on the coupling
thrust (i.e. the pressure) exerted by the working cylinders
on the substrate. It has been recognized that this position
control, being of an indirect nature, does not always man-
age to maintain a precise and constant coupling thrust,
and the fluctuations in the coupling thrust may have a
negative impact on the product quality.
[0022] A more precise control would require direct
measurement and adjustment of the coupling thrust
present between the two working cylinders, i.e. the thrust
exerted on the substrate. So far, however, it has not been
possible to provide a convenient system for direct control
of the coupling thrust for the following reasons.
[0023] The position of the movable upper working cyl-
inder and counter-cylinder in the calender is such that
the adjustment direction of the movable working cylinder
and the direction of the thrust of the counter-cylinder are
concurrent, resulting in the thrust of the counter-cylinder
acting essentially in a perpendicular manner on the slid-
ing surface of the movable working cylinder.
[0024] Consequently, the adjusting device of the pas-
sage gap of the movable working cylinder must overcome
the sliding friction generated by the thrust of the counter-
cylinder on the respective moving surface. The adjust-
ment is further complicated by the fact that the static fric-
tion coefficient and dynamic friction coefficient, as is

known, are different.
[0025] In these conditions, taking into account that the
significant thrust transmitted by the counter-cylinder
must be managed, a precise and reliable control based
on measurement of the coupling thrust cannot be imple-
mented, and one must rely on a position control of the
gap between the working cylinders.
[0026] The prior art discloses manufacturing said mov-
ing surface from a material with a low friction coefficient
such as steel having a sintered tin-lead-bronze powder
coated with a PTFE matrix. This measure reduces the
aforementioned drawbacks, but cannot solve them and,
therefore, is not fully satisfactory.

Summary of the invention

[0027] The invention aims to overcome the limitations
and drawbacks of the prior art which have been illustrated
above.
[0028] The invention, more particularly, deals with the
problem of improving control of penetration of the elas-
tomer into the substrate by means of adjustment of the
coupling thrust between the working cylinders, in a cyl-
inder group for manufacturing elastomer-coated laminat-
ed products such as rubber-coated textile or metal fab-
rics.
[0029] This object is achieved with a calender machine
comprising a group of cylinders for applying an elastomer
over a substrate, wherein said group of cylinders com-
prises:

a first working cylinder and a second working cylin-
der, which are situated opposite each other relative
to the substrate and define a passage gap for said
substrate;

a first adjustment device acting on said first working
cylinder and able to displace said first cylinder along
an adjustment direction away from or toward the sec-
ond working cylinder, adjusting said passage gap;

at least a first counter-cylinder for calendering and
spreading an elastomer over the surface of the first
working cylinder, said first counter-cylinder being ad-
jacent to and counter-rotating relative to said first
working cylinder;

a second adjustment device acting on said first coun-
ter-cylinder and able to impart a thrusting force of
said first counter-cylinder in a predetermined direc-
tion toward said first working cylinder, and adjust a
gap existing between said first counter-cylinder and
said first working cylinder;

wherein said first and second working cylinders gen-
erate a thrust for coupling the elastomer on the sub-
strate;
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said calender machine being characterized in that:

it comprises a hydrostatic support for said first
working cylinder, said support being slidable in
the said adjustment direction and being able to
support hydrostatically said thrust from the first
counter-cylinder.

[0030] Advantageously the calender machine com-
prises a control system and is further characterized in
that said control system allows managing the first adjust-
ment device acting on said first working cylinder by ad-
justing the coupling thrust between said working cylin-
ders.
[0031] More advantageously the control system, act-
ing on the first adjustment device, provides at least two
modes of operation:

a) position control of the gap present between said
first working cylinder and said second working cyl-
inder (also called distance control);

b) direct control of the coupling thrust exerted by said
first working cylinder on the substrate.

[0032] Preferably the control system can operate se-
lectively in accordance with one of said modes a) or b),
or in a combined manner using both said modes a) + b).
In a preferred embodiment the most appropriate mode
of operation is selected by an operator.
[0033] The terms "position control" denote a control
system which detects with at least one suitable sensor
the distance between the two working cylinders (i.e. the
width of the gap), compares it with a target value, and
intervenes by correcting a deviation between the meas-
ured value and the target value.
[0034] The terms "coupling thrust control" denote a
control system which detects the amount of the thrust (or
pressure) between the cylinders and, consequently, in-
tervenes directly by varying the thrust exerted by the ad-
justment device in order to keep the thrust to a target
value. For example a thrust control system intervenes by
modifying the pressure of the hydraulic circuit of the ad-
justment device, so as to transmit more or less force to
the movable cylinder, without necessarily causing a dis-
placement of the cylinder itself and a variation of the gap.
[0035] In the combined control mode, the control sys-
tem receives at least one signal corresponding to the
width of the gap (position) and at least another signal
corresponding to the thrust and calculates consequently
the variation of position and/or thrust to be imparted to
the movable working cylinder by means of the respective
adjustment device.
[0036] Advantageously, the control system is config-
ured to maintain a constant coupling thrust between the
working cylinders. The thrust may be kept constant in
accordance with a value set by the operator depending
on the specific processing operation.

[0037] The term "hydrostatic support" denotes a sup-
port in which the axial load transferred to the support is
absorbed by a fluid having a suitable pressure, for ex-
ample oil.
[0038] Preferably, said hydrostatic support defines a
sliding surface. According to this embodiment, the sup-
port surface may also be called a "hydrostatic plane".
[0039] More particularly, said sliding hydrostatic plane
preferably comprises a fixed base and a movable thrust-
bearing plane. Said thrust-bearing plane is movable in a
sliding direction. An axial load transferred to said thrust-
bearing plane is borne by an oil film between said thrust-
bearing plane and said base. Advantageously, the thick-
ness of said oil film remains constant upon a variation of
the pressure. Preferably, the oil is supplied and kept un-
der pressure by a pump.
[0040] Further features of the invention are defined in
the dependent claims.
[0041] The hydrostatic support manages to withstand
very high axial loads without generating significant fric-
tion in the directions of the sliding movements. In other
words, the hydrostatic support creates a sliding surface
which is substantially friction-free, but at the same time
is able to withstand the thrust of the counter-cylinder. The
axial load on the thrust-bearing plane is counterbalanced
by the oil under pressure, while sliding of the thrust-bear-
ing plane relative to the base is substantially friction-free
since the thrust-bearing surface "floats" on a film of oil.
[0042] The invention, consequently, has the great ad-
vantage of allowing control of the movable working cyl-
inder based on the direct adjustment of the coupling
thrust acting on the substrate. This is made possible be-
cause the adjustment device acting on the movable work-
ing cylinder does not have to overcome the noticeable
sliding friction caused by the thrust of the counter-cylin-
der. Also the position control system benefits from this
advantage, because it may intervene more regularly.
[0043] The invention allows the implementation of a
more precise control of the working cylinder, which can
act continuously in order to keep a constant coupling
thrust. The invention allows to realize a calender machine
which is more effective in the continuous control of the
coupling process of the elastomer and, ultimately, can
ensure a uniform and constant product quality which can-
not be achieved by the calender machines of the prior
art, this being the main aim of said calender machines.
[0044] The invention is applied preferably to machines
for manufacturing rubber-coated textile or metal fabrics.
[0045] The advantages of the invention will emerge
more clearly with the aid of the following description re-
lating to a preferred embodiment.

Brief description of the figures

[0046] Fig. 1 shows a schematic cross-sectional view
of a cylinder group of a calender machine for rubber-
coated textile or metal fabrics according to an embodi-
ment of the invention.
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Detailed description

[0047] Fig. 1 shows a cylinder group of calender ma-
chine for rubber-coated textile or metal fabrics, cross-
sectioned along a plane perpendicular to the axis of the
cylinders.
[0048] The cylinder group comprises a first working cyl-
inder 1 and a second working cylinder 2 which are situ-
ated opposite each other relative to a substrate 3 passing
between them. In the example shown in Fig. 1 the sub-
strate 3 moves horizontally tangent to the cylinders, but
this horizontal condition is not essential for the purposes
of the invention.
[0049] The group comprises a hydraulic device 4 de-
signed to displace the first working cylinder 1 (movable
working cylinder) in an adjustment direction 5, away from
or towards the second working cylinder 2. In this way the
hydraulic device 4 adjusts a passage gap and thrust zone
6 between said working cylinders 1 and 2. During oper-
ation, the substrate 3 passes through the gap 6 between
said cylinders 1 and 2.
[0050] The cylinders 1 and 2 generate a coupling thrust
E on the substrate 3.
[0051] The hydraulic device 4 essentially comprises a
fixed cylinder 20 and a piston 21. The head of the piston
21 is connected to a support 22 of the working cylinder 1.
[0052] The group further comprises a first and a sec-
ond counter-cylinder 7 and 8 which are adjacent to the
first and second working cylinders 1 and 2, respectively.
Said counter-cylinders 7 and 8 have the function of cal-
endering and spreading the elastomer material, such as
a rubber G, over the surface of the working cylinders 1
and 2.
[0053] The working cylinders 1, 2 and the counter-cyl-
inders 7, 8 have parallel axes which, in the example, are
perpendicular to the plane of Fig. 1. The sense of rotation
of the cylinders is indicated by the arrows in Fig. 1.
[0054] The first counter-cylinder 7 is adjacent to and
counter-rotates relative to the first working cylinder 1, de-
fining a first space 9 into which a first quantity of rubber
G is fed. The counter-cylinder 7 is movable and is asso-
ciated with a hydraulic thrust device 10 which imparts a
thrust S directed along an axis 11 towards the first work-
ing cylinder 1.
[0055] As a result of this thrust S, the rubber fed into
the space 9, which makes contact with the surfaces of
the cylinders 1 and 7, is plasticized and calendered uni-
formly over the surface of the working cylinder 1. The
figure indicates also the reaction R produced on the coun-
ter-cylinder 7 which is equal to and opposite to the thrust
S.
[0056] The hydraulic thrust device 4 essentially com-
prises a fixed cylinder 30 and a piston 31 which is mov-
able in the direction 11. The head of the piston 31 is
connected to a support 22 of the counter-cylinder 7.
[0057] The second counter-cylinder 8 is adjacent to
the second working cylinder 2 and operates substantially
in the same manner, calendering and depositing rubber

onto the surface of the second working cylinder 2.
[0058] In greater detail, said counter-cylinder 8 defines
a second space 12 for a second quantity of rubber G and
is associated with a respective second hydraulic thrust
device 13 (similar to the already described device 10).
Said device 13 urges the second counter-cylinder 8 to-
ward the second working cylinder 2 in the direction of a
thrust axis 14. The figure shows the respective thrust S’
and the reaction R’. The thrust axes 11 and 14 may be
parallel or non-parallel according to different embodi-
ments.
[0059] During operation the rubber, which is fed into
the spaces 9 and 12, is calendered and spread over the
surface of the working cylinders 1 and 2 which then apply
the rubber on both sides of the substrate 3 while passing
through the gap and thrust zone 6.
[0060] In some embodiments, if required, two elastom-
ers may be used, namely the counter-cylinders 7 and 8
may apply respectively, a first elastomer and a second
elastomer onto the substrate. In other embodiments of
the invention a single elastomer may be used.
[0061] The calender comprises a control system which
governs the process and in particular the devices 4, 10
and 13 acting on the movable working cylinder 1 and on
the counter-cylinders 7 and 8.
[0062] The substrate 3 is preferably a fabric. In some
applications, said substrate 3 is a textile or metal fabric
having only the warp (i.e. with no weft) and the space
between the warp yarns is filled by the rubber.
[0063] The group of cylinders also comprises a hydro-
static sliding surface 15 on which the first working cylinder
1 rests. Said hydrostatic sliding surface 15 supports the
thrust S imparted by the device 10 and at the same time
allows the movement of the cylinder in the adjustment
direction 5.
[0064] The hydrostatic surface 15 comprises essen-
tially a base fixed to the frame of the cylinder group and
a movable thrust-bearing plane (also called slider) which
is slidable, relative to the base, in the direction 5, so as
to allow the desired adjusting movement of the cylinder
1. An axial load on said thrust surface is withstood by a
film of oil under pressure situated between the base and
the said surface, said oil film having a constant thickness
upon a variation in the pressure.
[0065] Advantageously, the adjustment direction 5 and
the direction 11 of the thrust S are perpendicular or sub-
stantially perpendicular to each other, when seen on a
plane perpendicular to the axes of the cylinders, such as
the plane of Fig. 1. As a result of this arrangement, the
thrust S is a perpendicular thrust for said hydrostatic sur-
face 15.
[0066] It can be understood that the use of the hydro-
static surface 15 facilitates greatly the function of the de-
vice 4. In fact, the thrust S is supported by the hydrostatic
surface 15, but said hydrostatic surface, at the same time,
offers minimum resistance to a sliding action along the
adjustment direction 5. It can be said that the hydrostatic
surface 15 offers substantially no friction. Moreover, the
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hydrostatic surface does not have the marked difference
between static friction and dynamic friction, which is typ-
ical of sliding surfaces with sliding friction.
[0067] The device 4 may be managed with a position
control system which adjusts the gap 6 and/or direct con-
trol of the thrust E. The position control system essentially
aims to maintain a target value of the gap 6 (distance
between the cylinders 1 and 2) and operates measuring
the current value of the gap 6 and displacing the cylinder
1 so as to keep the gap 6 at the target value. Control of
the thrust E made possible by the invention adjusts di-
rectly the magnitude of the thrust E, which is controlled
for example by means of the oil pressure in the hydraulic
device 4.
[0068] It should be noted that the position control sys-
tem is improved by the present invention, since it may
act more promptly since it is no longer subject to the
thrust S which is now absorbed by the hydrostatic surface
15.
[0069] The invention achieves the aforementioned ob-
jects providing more precise control of the coupling thrust
between the cylinders 1 and 2 and, consequently, pen-
etration of the elastomer (or elastomers) into the sub-
strate.

Claims

1. Calender machine comprising a group of cylinders
for applying an elastomer on a substrate (3), wherein
said group of cylinders comprises:

a first working cylinder (1) and a second working
cylinder (2), which are situated opposite each
other relative to the substrate (3) and define a
passage gap (6) for said substrate (3);
a first adjustment device (4) acting on said first
working cylinder (1) and able to displace said
first cylinder (1) along an adjustment direction
away from or towards the second working cyl-
inder (2), adjusting said passage gap (6);
at least a first counter-cylinder (7) for calender-
ing and spreading an elastomer over the surface
of the first working cylinder (1), said first counter-
cylinder (7) being adjacent to and counter-rotat-
ing relative to said first working cylinder (1);
a second adjustment device (10) acting on said
first counter-cylinder and able to impart a thrust-
ing force (S) of said first counter-cylinder in a
predetermined direction towards said first work-
ing cylinder and to adjust a gap existing between
said first counter-cylinder and said first working
cylinder;
wherein said first and second working cylinders
(1, 2) impart to the substrate (3) a thrust (E) for
coupling the elastomer;
said calender machine being characterized by:

comprising a hydrostatic support (15) for
said first working cylinder (1), said support
being slidable in the adjustment direction (5)
and being able to support hydrostatically
said thrust (S) from the first counter-cylin-
der.

2. Calender machine according to claim 1, comprising
a control system and characterized in that said sys-
tem allows governing said first adjustment device (4)
acting on said first working cylinder (1) by means of
a direct control of the coupling thrust (E) between
the working cylinders.

3. Calender machine according to claim 2, character-
ized in that said control system of the first adjust-
ment device (4) has the following modes of opera-
tion:

- position control of the gap between said first
working cylinder (1) and said second working
cylinder (2);
- direct control of the coupling thrust (E) exerted
by said first working cylinder (1) on the substrate;

and wherein the control system can selectively op-
erate with one of said modes of operation or in a
combined manner using both said modes.

4. Calender machine according to claim 2 or 3, char-
acterized in that said control system is configured
to maintain a constant coupling thrust between the
working cylinders.

5. Calender machine according to any one of the pre-
ceding claims, wherein said hydrostatic support (15)
defines a sliding plane which is substantially perpen-
dicular to the direction of said thrusting force (S).

6. Calender machine according to claim 5, wherein said
hydrostatic support comprises a base and a thrust-
bearing plane which is slidable along said adjust-
ment direction (5).

7. Calender machine according to claim 6, wherein said
thrust-bearing plane is perpendicular or substantially
perpendicular to the direction of said thrusting force.

8. Calender machine according to any one of the pre-
ceding claims, also comprising a second counter-
cylinder (8) for calendering and spreading the elas-
tomer on the surface of the second working cylinder
(2)
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