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(54) APPARATUS FOR SCANNING FOOD PRODUCTS

(57) The apparatus (1) for detecting physical char-
acteristics of food products (10), such as poultry, meat
or fish, comprises: a conveyor (2) for transporting the
products (10) along an advancement path, at an ad-
vancement speed; a floating belt (3), located above the
conveyor (2) so as to define an analysis zone (Z) com-
prised between said floating belt (3) and the conveyor
(2); a first and a second detecting device (41, 42), located
on opposite sides of the advancement path, each adapt-
ed to acquire a multiplicity of partial profiles of the prod-
ucts (10) borne by the conveyor (2) into the analysis zone
(Z), in accordance with a scanning frequency, the partial
profiles being taken in a scanning plane of the related

device; a processing unit (6) connected to the first and
second detecting device (41, 42) and in turn comprising:
a first shape module (61) configured to determine the
conformation of the external surface of a first portion of
the product (10), based on the partial profiles acquired
by the first detecting device (41), at the scanning frequen-
cy and at the advancement speed; and a second shape
module (62) configured to determine the conformation of
the external surface of a second portion of the product
(10), based on the partial profiles acquired by the second
detecting device (42), at said scanning frequency and at
said advancement speed.
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Description

[0001] The present invention relates to an apparatus
intended for use in the food industry for determining phys-
ical characteristics of food products such as meat, poultry
or fish, whether fresh or cooked, preferably free of bones
or cartilage.
[0002] In particular, the invention is directed to an ap-
paratus able to determine the conformation of the food
products, as well as the relative density and other phys-
ical characteristics of which more in the following.
[0003] In still greater detail, the invention relates in par-
ticular to a detecting apparatus destined to be arranged
upstream of an industrial slicer or to be integrated as a
detecting station of a slicer.
[0004] Industrial slicers are known, used for slicing
food products designed, for example, for large scale re-
tail, for school or company canteens, or for catering.
[0005] A known type of slicer comprises a cutting sta-
tion, a lower conveyor belt for carrying the product to the
cutting station and an upper belt, arranged above the
conveyor belt, which has the function of pressing the
product.
[0006] The cutting station comprises a plurality of mo-
bile blades, sometimes arranged horizontally and other
times vertically, under which the conveyor belt extends,
so that the product pushed into contact with the blades
is automatically cut into slices.
[0007] An analysis station can be included upstream
of the cutting station, which analysis station comprises a
laser scanner, arranged above the conveyor belt, for ex-
ample mounted on a sort of upper bridge structure.
[0008] The scanner intermittently produces a laser
beam, facing downwards, which from above intercepts
the product to be cut, while the product is advancing on
the belt, so as to acquire the profile of a plurality of sec-
tions.
[0009] The profiles are then analysed using software
to determine the shape of the product to be cut.
[0010] In fact, the products that are to be sliced by this
type of machine are well known to have a very irregular
shape, for example a chicken breast.
[0011] Knowing the shape of the product to be cut is
necessary in order to seek to obtain slices having a
weight that is as constant as possible.
[0012] The cutting station is provided with mobile
blades, which enables varying the thickness of the slices;
taking account of the shape of each entire product, the
thickness of the slices can be regulated so that they have
a substantially identical weight.
[0013] The known system has some limits, explained
below.
[0014] As mentioned, for the purpose of obtaining an
effective cut of the product, it is necessary that the prod-
uct be pressed during the slicing, which is done by means
of the upper belt mentioned in the foregoing.
[0015] However, this operation alters the shape of the
product which, during the cutting, is no longer the one

detected in the analysis station.
[0016] In order to seek to obviate this drawback, the
product is sometimes cooled prior to being fed to the
machine, so as to make it more rigid and therefore less
likely to deform during the pressing by the belt.
[0017] However, the cooling of the product has a neg-
ative influence on the quality thereof, for which reason it
is unfavourable appraised by the operators in the sector.
[0018] A further limit is constituted by the fact that the
product to be cut can have small cavities at the surface
thereof in contact with the conveyor belt, which cavities
are not detected by the scanner during the analysis step.
[0019] In fact, during the initial cleaning of the meat
products such as chicken breasts or the like, the removal
of the waste, such as cartilage and the like, can leave
recesses on the surface of the product which, if not de-
tected by the scanner, lead to a falsified estimate of the
volume of the product, with consequent errors during the
cutting operations.
[0020] The technical task that underpins the present
invention is to propose an apparatus and a detection
method that obviates the drawbacks of the above-cited
prior art.
[0021] The technical task is attained by the apparatus
realised in accordance with claim 1 and by the method
actuated according to claim 13.
[0022] Further characteristics and advantages of the
present invention will become more apparent from the
following indicative, and hence nonlimiting, description
of a preferred, but not exclusive, embodiment of an ap-
paratus for detecting food products as illustrated in the
appended drawings, in which:

- figures 1-3 are axonometric views of the apparatus
of the invention, taken at different moments;

- figure 3A is a lateral view, in longitudinal section, of
a part of the apparatus of the invention, which in-
cludes the zone where the analysis of the product is
carried out;

- figures 4 and 5 are rear views, partly in transversal
section, of the preceding apparatus, in which an an-
alysed product is schematically illustrated in two dif-
ferent moments;

- figure 6 is a schematic representation of the scan-
ning modes of particular detecting devices mounted
in the apparatus of the preceding figures;

- figure 7 is a stylised representation of the data ac-
quired and in part processed by an electronic
processing unit of the invention, relative to a scanned
product, such as for example a chicken breast;

- figures 8 and 9 are stylised front views of two rollers
comprised in the apparatus of the preceding figures,
shown while they are engaging a food product in two
different moments;

- figure 10 is an axonometric view of a slicer machine
which comprises the apparatus of the invention and
a display that shows a product detected to an oper-
ator; and
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- figure 11 is a diagram illustrating the processing unit
according to the invention, represented in the oper-
ating and memory modules thereof.

[0023] With reference to the above-mentioned figures,
reference numeral 1 denotes an apparatus for detecting
physical characteristics of food products 10, in particular
poultry, meat or fish.
[0024] The proposed apparatus 1 is specially intended
to be used in a detecting station of an industrial slicer
100, also of the type described in the prior art, or of a
novel type, with the aim of obtaining slices having pre-
determined characteristics.
[0025] For example, the slicer 100 can be destined to
cutting chicken breast 10 for the following tray-packing
thereof.
[0026] The apparatus 1 of the invention includes a con-
veyor 2 for transporting the products 10 to be sliced, one
at a time, along an advancement path, preferably
straight, at a predetermined advancement speed.
[0027] The conveyor 2 can be of the known belt type
20, such as the one illustrated in the appended figures,
for example arranged horizontal and activated by an elec-
tromechanical actuator.
[0028] In a case where the apparatus 1 is associated
to a slicer 100, the conveyor 2 can transport the food
products 10 directly to a cutting station, where the prod-
ucts 10 detected are subdivided into slices; more descrip-
tion will follow on the structure of the cutting station, after
first having illustrated the detecting apparatus 1 in detail.
[0029] The invention also includes a device for meas-
uring the weight of the products 10 to be detected which
are transported along the advancement path; this device,
not illustrated in the appended tables, can for example
comprise a load cell or the like.
[0030] To be precise, the weight measuring device can
be located below the belt 20 of the conveyor 2 or be
however connected or integrated to it so as to weigh the
products 10 borne resting on the belt 20; alternatively or
in addition a weight measuring device can be included,
located upstream of the conveyor 2.
[0031] The invention also includes the use of an upper
floating belt 3, of known type though not in combination
with the other components of the invention.
[0032] The floating belt 3 is slidable, located above the
conveyor belt 2, in substantial superposition and is to be
pressed on the products 10 borne by the lower belt, with
an adjustable pressure, using components of known
type.
[0033] The floating belt 3 is shorter than the lower belt
20 and, with it, defines the analysis zone Z of the appa-
ratus 1; in other words, the zone Z in which the floating
belt 3 is superposed on the belt 20 of the conveyor 2 is
the zone Z in which the analysis of the conveyed products
10 is carried out (see figure 3A).
[0034] According to an important aspect of the inven-
tion, the detecting apparatus 1 includes a first and a sec-
ond detecting device 41, 42, located on opposite sides

of the advancement path and intended to scan the prod-
ucts 10 transported on the conveyor 2.
[0035] In detail, the invention preferably uses two
measuring devices 41, 42 of profiles in the line, one facing
another and mounted to the right and left of the conveyor
2, at a predetermined distance.
[0036] To be precise, as can be seen in figures 1-5,
the two detecting devices 41, 42 are located on opposite
sides of the belt of the conveyor 2 and are preferably
aligned to one another, as both are pointed towards the
advancement path, i.e. towards the analysis zone Z con-
tinuously crossed by the products 10 to be scanned.
[0037] In still greater detail, the two detecting devices
41, 42 are located at opposite sides of the analysis zone
Z, as defined in the foregoing; in practice, the two devices
41, 42 are arranged to the right and left of the belt 20 of
the conveyor 2 and the upper floating belt 3.
[0038] Further, the two detecting devices 41, 42 or
scanners are preferably fixed with respect to the support
frame 101 of the apparatus 1, and thus remain stationary
while the slices pass in front thereof, borne by the con-
veyor 2.
[0039] Each scanner 41, 42 is adapted to acquire in
sequence a multiplicity of partial profiles, or "semi-pro-
files" of the product 10 detected, in accordance with a
predetermined scanning frequency.
[0040] Each partial profile is preferably constituted by
a continuous line.
[0041] In other words, the two opposite scanners each
acquire a series of lateral profiles of the conveyed product
10, according to a cadence determined by a scanning
frequency, which is preferably the same for each scanner
41, 42.
[0042] The partial profiles acquired by each detecting
device 41, 42 are taken in a scanning plane which is
preferably transversal to the movement direction of the
products 10, i.e. in practice the advancement direction
of the conveyor 2.
[0043] The scanning plane of the first and second
scanner 41, 42 can coincide or be parallel to and shifted
by a minimised amount on the basis of the desired
scanned resolution.
[0044] In any case, the scanning plane or planes cross
the scanning zone Z from side to side.
[0045] The two scanners 41, 42 can also be of known
type, but not in combination with the other components
of the apparatus 1, nor in the use modes of the invention.
[0046] Each detecting device 41, 42 preferably com-
prises at least one laser sensor, adapted to produce pro-
file signals representative of the aforementioned partial
profiles detected.
[0047] Each laser sensor can intermittently produce a
"blade" of laser light 51, 52 which invests the product 10
detected, extending in the above-mentioned scanning
plane, and is able to acquire the light reflected from the
product 10 in such a way as to reconstruct the partial
profiles mentioned in the foregoing.
[0048] As schematically illustrated in figure 6, the de-
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tections carried out by each laser sensor are delimited
by a respective borderline plane (or line) P1, P2 of the
detection, which represents the "zero" of the detection;
in practice, for each sensor the non-null detections taken
in the above-mentioned borderline plane P1, P2 are
those acquired for objects or parts of an object (in this
case, chicken breasts or other food products 10) which
are comprised between the plane and the sensor.
[0049] An example of this type of sensors is the Key-
ence LJ-V7000, but the invention can obviously include
the use of sensors of different marques and completely
different types.
[0050] To be precise, the sensors can be positioned in
such a way that the two borderline planes (or lines) P1,
P2 can be parallel to one another but perpendicular to
the conveyor plane and therefore to the belt 20 of the
conveyor 2; for example, the borderline planes P1, P2
are arranged vertically.
[0051] As shown by way of example in figure 6, it can
happen that the predefined detecting fields (identified by
the respective semi-spaces) of the sensors superpose
on one another, defining a detecting volume (or plane)
C that is common to the two sensors; in the following an
advantageous specification of the invention will be de-
scribed which enables avoiding a "double detection" in
the common volume C which would risk falsifying the
analysis of the products 10.
[0052] The invention comprises a processing unit 6
connected to the first and to the second detecting device
41, 42 and, preferably, to the conveyor 2 and to the weight
measuring device.
[0053] In practice, the processing unit 6 is adapted to
receive profile signals from the detecting devices 41, 42,
transport signals from an electromechanical actuator
which activates the conveyor 2, for example a motor con-
nected to one of the idler rollers or a motor roller or the
like, and weight signals from the above-mentioned meas-
uring device.
[0054] Further, the processing unit 6 can be configured
to transmit movement signals adapted to determine or
vary the transport velocity of the conveyor 2, in which
case the cited electromechanical device is adapted to
receive the movement signals and is configured to vary
or maintain the velocity of the belt as a function of these
signals.
[0055] Likewise, the floating belt 3 too is activated by
a dedicated electromechanical device subjected to the
processing unit 6, and activatable for example at the
same velocity as the lower belt 20.
[0056] Further, the processing unit 6 can be configured
to transmit sampling signals adapted to determine or vary
the scanning frequency of the detecting devices 41, 42,
in which case the detecting devices are adapted to re-
ceive the sampling signals and are configured to vary or
maintain the scanning frequency as a function of these
signals.
[0057] Note that the processing unit 6 can comprise or
be connected to a user interface configured for enabling

a user U to select or set detecting parameters.
[0058] The scanning parameters can represent the ve-
locity with which to advance the products 10 by means
of the conveyor 2, the requested scanning frequency or
other management and control magnitudes of the appa-
ratus 1.
[0059] The user interface can be provided with com-
mand and control means such as a touchscreen display
7, keyboards, levers, joysticks, buttons, code readers,
connectors (such as USB ports) or more besides.
[0060] In general, it is to be noted that, in the present
description, the processing unit 6 is presented subdivided
into distinct functional modules for the sole purpose of
describing the functions thereof in a clear and complete
manner.
[0061] In practice, this processing unit 6 can be con-
stituted by a single electronic device, appropriately pro-
grammed to perform the functions described; the differ-
ent modules can correspond to hardware entities and/or
software routines that are part of the programmed device.
[0062] Alternatively or additionally, these functions
may be performed by a plurality of electronic devices on
which the aforesaid functional modules can be distribut-
ed.
[0063] In general, the processing unit 6 can avail of
one or more microprocessors for performing the instruc-
tions contained in the memory modules and the aforesaid
functional modules may, also, be distributed over a plu-
rality of local or remote calculators based on the archi-
tecture of the network in which they reside.
[0064] In an important aspect of the invention, the
processing unit 6 comprises a first shape module 61 con-
figured to determine the conformation of the external sur-
face of a first portion of the product 10, based on the
partial profiles acquired by the first detecting device 41,
at the above-mentioned scanning frequency and at the
advancement speed of the conveyor 2.
[0065] Further, the processing unit 6 comprises a sec-
ond shape module 62 configured to determine the con-
formation of the external surface of a second portion of
the product 10, based on the partial profiles acquired by
the second detecting device, at the scanning frequency
and at the advancement speed.
[0066] In practice, the product 10 advances, transport-
ed by the belt of the conveyor 2, and once superiorly
engaged by the floating belt 3, it passes between two
detecting devices 41, 42, displaying to the detecting de-
vices 41, 42 a respective opposite side, which we can
call the right side to the first device and the left side to
the second device.
[0067] Therefore, as the product 10 gradually advanc-
es in front of two detecting devices 41, 42, the relative
sensors progressively acquire the conformation of a mul-
tiplicity of linear profiles taken on the right side and the
left side, at different points in the length of the product
10 (see figures 1-5).
[0068] Knowing the scanning interval with which the
profiles and the velocity at which the product moves 10
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have been acquired, the two shape modules 61, 62 are
adapted, for example by interpolation, to afford the
shapes of the right and left sides of the product 10, i.e.
the external surfaces of the respective portions of product
10.
[0069] The two portions involved in the acquiring of the
two laser sensors and the processing of the respective
shape modules 61, 62 are preferably complementary in
the sense that together they define the external surface
of the product 10 substantially in its entirety.
[0070] With the purpose of developing the calculations,
the processing unit 6 comprises at least a memory unit
53, connected to the operating modules, in which the
partial profiles acquired by the detecting devices 41, 42
and the shapes of the portions of the product 10 calcu-
lated thereby are recorded.
[0071] Further, the processing unit 6 can advanta-
geously include a first volume module 64 configured to
calculate the volume of the internal space defined by the
surface of the first portion, as calculated by the first shape
module 61.
[0072] In other words, the first volume module 64 de-
termines the volume of the first portion of the product 10
or the second semi-product, which in practice corre-
sponds to the right part of the product 10 in the example
of the appended figures.
[0073] The processing unit 6 can comprise a second
volume module 65 configured to calculate the volume of
the internal space defined by the surface of the second
portion, as calculated by the second shape module 62;
thus, the second volume module 65 determines the vol-
ume of the second portion of the product 10 or the second
semi-product, i.e. the left side of the product 10 in the
illustrated example.
[0074] As indicated partially in the foregoing, the
processing unit 6 is able to avoid risks of "double detec-
tion" due to the fact that it comprises at least one distri-
bution module 66 configured to determine a separating
plane O, parallel to the detecting planes, that defines two
detecting semi-spaces that include respective detecting
devices 41, 42 (see figures 1-5).
[0075] The distribution module 66 is configured to filter
the profile signals of the sensor of each device 41, 42 so
as to ignore what pertains to the semi-space of the other
device 41, 42.
[0076] In practice, the processing unit 6 makes avail-
able a plane O, a "virtual zero" common to both sensors,
which defines the limits beyond which the profile signals
of each sensor are held to be null, while a non-null value
is given to the signals corresponding to the points detect-
ed in the respective detection semi-space.
[0077] Therefore, the partial profile described above is
the portion of the profile detected by the sensor which
has been filtered by the processing unit 6 and in practice
it is the portion that is located in the detection semi-space
of that sensor.
[0078] Taking account of this, the above-mentioned
volume modules 64, 65 can be configured to carry out

integration processing of the filtered signals, taking as
zero the coordinates located on the separating plane O.
[0079] The processing unit 6 advantageously compris-
es at least one distinction module 67, configured to filter
the profile signals of the sensor of each device 41, 42 so
as to ignore the detections related to the lower belt 20
and the upper belt 3, defining partial profiles limited to
the food product 10. In practice, the values of the profile
signals that correspond to points belonging to the belts
20, 3 are ignored or annulled by the distinction module
67 to define the semi-profiles mentioned in the foregoing.
[0080] In detail, experiments carried out by the Appli-
cant have revealed that at the point or points of transition
between the food product 10 and the belts 20, 3, the
starting profile (i.e. not filtered) determined by the detect-
ing devices 41, 42 has points of discontinuity (or singu-
larity) in the mathematical context, such as cusps, leaps,
etc.
[0081] Taking this into account, the distinction module
67 can be configured so as to calculate the value of the
derivative in a plurality of points taken along the curve
defined by each starting profile, identifying the points at
which the value of the derivative tends to the infinite, thus
calculating the said points of discontinuity.
[0082] In this case, the distinction module 67 filters the
starting profile, eliminating the end sections which com-
prise the points of discontinuity.
[0083] Further, the Applicant has experimentally de-
termined that the products 10 to be analysed sometimes
have very reflective surface points; for example, it has
been demonstrated that chicken breast 10 can comprise
small traces of fat that are very reflective.
[0084] As there exists the possibility that these reflec-
tive points cause scanning errors, the invention is able
to ignore and isolate the values of the signals produced
by the detection of the laser sensors.
[0085] In fact, it has been experimentally verified that
the signals corresponding to these hyper-reflective
points have abnormal values, in practice defining peaks
in the curves representing the non-filtered starting pro-
files, captured by the detecting devices 41, 42.
[0086] Therefore, the distinction module 67 can be
configured to filter the signals in such a way as to ignore
values above a maximum predetermined threshold.
[0087] The processing unit 6 advantageously compris-
es a combination module 68 configured to determine the
total volume of each product 10 detected, according to
said first and second volume.
[0088] Further, the processing unit 6 can comprise a
density module 69 configured to determine the density
of the products 10 based on the relative weight acquired
by the measuring device and the relative volume. In other
words, the processing unit 6 is able to determine the den-
sity of each of the products 10 examined.
[0089] As partly described in the foregoing, the appa-
ratus 1 of the invention is specially destined to be used
in or with a slicer 100.
[0090] As the invention enables knowing, for each of
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the products 10 analysed, the density and conformation,
it is advantageously possible to subdivide each food
product 10 into a plurality of slices having a predeter-
mined weight.
[0091] Note that the weight of the slices can be one of
the command parameters selectable or settable via the
above-mentioned user interface.
[0092] The processing unit 6 preferably comprises a
partition module 71 configured to calculate, as a function
of the density, volume and conformation of the external
surface of each product 10, thicknesses of slices into
which such product 10 is to be cut so that said slices
have predetermined weights.
[0093] For example the processing unit 6 can be set
up in such a way that it calculates what the thickness of
the slices must be so that they have the same weight, or
that a subset of all the slices has the same weight; dif-
ferently, a specific weight might be set for each slice,
which can coincide with or be different from the weight
of the other slices, and so on.
[0094] In still greater detail, the apparatus 1 of the in-
vention can be included in a detecting station of an in-
dustrial slicer 100.
[0095] In this case, a cutting station can be arranged
downstream of the detecting station, comprising a plu-
rality of blades 8 adapted for cutting the product 10 into
slices and for example arranged horizontally, and a
movement apparatus able to adjust mutual distances be-
tween the blades 8 so as to vary the thicknesses of the
slices.
[0096] In practice, the movement apparatus is able to
vary the cutting pitch of the blades 8, which are recipro-
cally mobile as they are flexible and/or translatable, so
as to adjust their mutual distance.
[0097] The processing unit 6 can comprise a cutting
module 72, configured to generate cutting signals adapt-
ed to determine (or vary) the distances between the
blades 8 in accordance with the thicknesses of the slices
calculated by said partition module 71.
[0098] Therefore, the movement apparatus is adapted
to receive the cutting signals and establish, as a function
thereof and for each product 10 detected, what the dis-
tances between the blades 8 must be, so that the thick-
nesses are the ones desired.
[0099] The partition module 71 can be configured to
determine how to cut the detected product 10 into a plu-
rality of slices substantially having the same weight or it
can be configured to establish a subdivision into slices
having thicknesses that are a function of the settings ac-
quired from the user interface or on the basis of a cutting
program recorded in the memory module and run by the
processing unit 6.
[0100] In the following the preferential functioning of
the apparatus 1 of the invention will be explained, using
the case, by way of example, of an analysis of a chicken
breast 10.
[0101] As illustrated in figure 1, the chicken breast 10
fed to the apparatus 1 is transported by the conveyor 2,

resting on the relative belt, towards the detecting zone.
[0102] Meanwhile, it is weighed by the appropriate de-
vice which was described in the foregoing.
[0103] Having reached the detecting zone, the product
10 is taken between the two belts 10, 3, i.e. is pressed
by the floating belt 3 while continuing to advance.
[0104] Note that, as schematically illustrated in figures
8 and 9, the fact of having included the floating belt 3
advantageously enables making the measurements and
calculations carried out by the devices and modules of
the invention immune from the fact that the chicken breast
10 has or does not have small recesses or cavities 101,
especially on the lower surface in contact with the belt
20 of the conveyor 2, to which reference is made in the
discussion of the prior art.
[0105] In fact, the floating belt 3 exerts a pressure that,
on a deformable food product 10 such as a chicken breast
or the like, leads to the closure of any cavities 101, as
shown in figure 9.
[0106] Note that the limited deformation necessary for
the closing of the cavities 101 does not constitute a prob-
lem for the correct analysis of the product 10, as when
the product is scanned it is engaged between the floating
belt 3 and the lower conveyor belt, in the above-men-
tioned analysis zone.
[0107] Therefore, with the invention, there is no need
to cool the product 10 before it is taken to the examining
apparatus 1, thus enabling the quality thereof to be con-
served.
[0108] As can be seen in figure 4 and 5, where the
product 10 is represented in stylised form, as it is grad-
ually advanced towards the outlet of the apparatus 1, the
detecting devices 41, 42 scan, to the right and left, dif-
ferent transversal sections thereof (to be precise, trans-
versal to the advancement direction) and acquire the
shape and dimensions of the relative profiles, according
to the above-described modes, which are represented in
the appended tables by perimeter curves that surround
the field in oblique lines.
[0109] When the product 10 has completely crossed
the "blades" of laser light 51, 52, the processing unit 6
has acquired the shape and dimensions of the semi-prod-
uct on the right and left, as shown in figure 7 by means
of the representation of a virtual product 10’ subdivided
into two parts; further, the processing unit 6 has also cal-
culated the specific density of the chicken breast.
[0110] Therefore, the processing unit 6 can show the
user U the shape 10" of the whole product (therefore not
subdivided into semi-portions), for example via a display
7 (see figure 10) which can also coincide with the display
of the user interface as mentioned above.
[0111] In a case in which the apparatus 1 is integrated
in or functionally associated to a slicer 100, the blades 8
of the cutting station are preferably located at the terminal
end of the floating belt 3, so as to intercept the product
10 when the product 10 is still in the slightly deformed
configuration as described in the foregoing.
[0112] Owing to the detections carried out by the anal-
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ysis apparatus 1, the slicer 100 can subdivide the product
10, for example the chicken breast, into slices having a
thickness that is the function of the needs of the user U.
[0113] The analysis operations, and possibly the cut-
ting operations, are clearly repeated for each product 10
fed to the apparatus 1 and advanced by the conveyor 2.
[0114] The invention can include the use of position
sensors to detect the relative position of the product 10
that is advancing on the conveyor 2 and the length of the
product 10 so that the processing unit 6 can appropriately
activate and deactivate the detecting devices 41, 42.
[0115] The invention also relates to a method for de-
tecting physical characteristics of a food product 10, such
as poultry, meat or fish, etc., which can be actuated using
the apparatus 1 described in the foregoing. The method
comprises the following steps:

- acquiring a multiplicity of partial profiles of a first
semi-portion and of a second semi-portion, respec-
tively right and left, of the food product 10 transported
on a conveyor 2 and pressed by the floating belt 3,
the profiles being taken in distinct points of the
lengthwise extension of the product 10, separated
by a predetermined scanning pitch;

- determining the conformation of the external surface
of the first semi-portion, preferably by means of laser
scanning means, based on the relative partial pro-
files and based on the above-mentioned scanning
pitch; and

- determining the conformation of the second semi-
portion, preferably using laser scanning means,
based on the relative partial profiles and based on
the scanning pitch.

[0116] In the preferential actuation thereof, the method
includes the following steps, listed below:

- calculating a first volume of an internal space defined
by said external surface of the first semi-portion;

- calculating a second volume of an internal space de-
fined by the surface of the second semi-portion;

- acquiring the weight of the product 10;
- determining the total volume of the detected product

10, as a function of the first and second volume;
- determining the density of the product 10 based on

its weight and volume;
- calculating, as a function of the density, volume and

conformation of the external surface of the product
10, thicknesses of slices into which the product 10
is to be cut so that said slices have predetermined
weights, preferably substantially the same weight.

[0117] The method can comprise further steps consti-
tuted by one or more of the actions carried out by modules
of the processing unit or, in general, by the functions car-
ried out by the proposed apparatus 1 of the invention.
[0118] In particular, the present method includes that
firstly starting profiles are acquired describing a semi-

portion of the product 10, the conveyor 2 and the floating
belt 3.
[0119] Following this, the end sections of each starting
profile relative to the conveyor 2 and to the floating belt
3 are eliminated, so as to afford the aforementioned par-
tial profiles, which refer to the product 10.
[0120] The method of the invention can be actuated
using a computer program run on an electronic proces-
sor, for example the processing unit 6 mentioned a
number of times in the foregoing.

Claims

1. An apparatus (1) for detecting physical characteris-
tics of food products (10), such as poultry, meat or
fish, comprising:

a conveyor (2) for transporting said products
(10) along an advancement path, at an advance-
ment speed;
a floating belt (3), located above said conveyor
(2) so as to define an analysis zone (Z) com-
prised between said floating belt (3) and the con-
veyor (2);
at least a first and a second detecting device
(41, 42), located on opposite sides of said ad-
vancement path, each able to acquire a multi-
plicity of partial profiles of the products (10)
brought by the conveyor (2) into said analysis
zone (Z), in accordance with a scanning fre-
quency, said partial profiles being taken in a
scanning plane of the related device; and
a processing unit (6) connected to said first and
second detecting device (41, 42) and in turn
comprising:

a first shape module (61) configured to de-
termine the conformation of the external
surface of a first portion of the product (10),
based on the partial profiles acquired by the
first detecting device (41), at said scanning
frequency and at said advancement speed;
and
a second shape module (62) configured to
determine the conformation of the external
surface of a second portion of the product
(10), based on the partial profiles acquired
by the second detecting device (42), at said
scanning frequency and at said advance-
ment speed.

2. The apparatus (1) according to the preceding claim,
wherein said processing unit (6) comprises:

a first volume module (64) configured to calcu-
late a first volume of an internal space defined
by said surface of the first portion; and
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a second volume module (65) configured to cal-
culate a second volume of an internal space de-
fined by said surface of the second portion.

3. The apparatus (1) according to the preceding claim,
comprising a combination module (68) configured to
determine the total volume of each product (10) de-
tected, according to said first and second volume.

4. The apparatus (1) according to claim 2 or claim 3,
comprising a device for measuring the weight of the
products (10) transported along said path, wherein
the processing unit (6) comprises a density module
(69) configured to determine the density of the prod-
ucts (10) based on the relative weight acquired by
said measuring device and the relative volume(s).

5. The apparatus (1) according to the preceding claim,
wherein said processing unit (6) comprises a parti-
tion module (71) configured to calculate, as a func-
tion of the density, volume and conformation of the
external surface of each product (10), thicknesses
of slices into which such product (10) is to be cut so
that said slices have predetermined weights.

6. The apparatus (1) according to at least one of the
preceding claims, wherein each detecting device
(41, 42) comprises at least one laser sensor, able to
produce profile signals representative of the afore-
mentioned partial profiles detected.

7. The apparatus (1) according to the preceding claim,
wherein the laser sensor is able to detect profiles of
products (10) or portions of products (10) comprised
in a semi-space defined by a respective borderline
plane (P1, P2) intersecting said scanning plane.

8. The apparatus (1) according to the preceding claim,
wherein the processing unit (6) is adapted to receive
said profile signals and comprises at least one dis-
tribution module (66) configured to determine a sep-
arating plane (O), parallel to the detecting planes,
that defines two detecting semi-spaces that include
respective detecting devices (41, 42), said distribu-
tion module (66) filtering the profile signals of the
sensor of each device (41, 42) so as to ignore what
pertains to the semi-space of the other device.

9. The apparatus (1) according to at least one of the
preceding claims, wherein said conveyor (2) com-
prises a lower sliding belt (20) intended to support
the products (10) and said floating belt (3) is movable
and intended to press on the products (10) brought
by the lower belt (20) into the analysis zone (Z),
wherein the two detecting devices (41, 42) are locat-
ed at the opposite sides of the analysis zone (Z).

10. The apparatus (1) according to the preceding claim

and at least one of claims 6 to 8, wherein the process-
ing unit (6) comprises at least one distinction module
(67) configured to filter the profile signals of the sen-
sor of each device (41, 42) so as to ignore the de-
tections related to the lower belt (20) and the upper
belt, defining partial profiles limited to the food prod-
uct (10).

11. An industrial slicer (100) for slicing food products
(10), such as poultry, meat or fish, comprising:

a detecting station comprising an apparatus (1)
according to at least one of claims from 5 to 10;
and
a cutting station, arranged downstream of the
detecting station, comprising a plurality of
blades (8) adapted for cutting the product (10)
and a movement apparatus adapted to adjust
mutual distances between the blades (8), so as
to vary the thicknesses of said slices and adapt-
ed to receive cutting signals from the processing
unit (6);
a cutting module (72), included in the processing
unit (6), and configured to generate cutting sig-
nals adapted to determine the distances be-
tween the blades (8) in accordance with the
thicknesses of the slices calculated by said par-
tition module (71).

12. The slicer (100) according to the preceding claim,
wherein the partition module (71) is configured to
determine how to cut the detected product (10) into
a plurality of slices substantially having the same
weight.

13. A method for detecting physical characteristics of a
food product (10), such as poultry, meat or fish, com-
prising the following steps:

acquiring a multiplicity of partial profiles of a first
semi-portion and of a second semi-portion of
said food product (10) transported on a conveyor
(2) and pressed by a floating belt (3), said pro-
files being taken in distinct points of the exten-
sion of the product (10), separated by a prede-
termined scanning pitch;
determining the conformation of the external
surface of said first semi-portion, based on the
relative partial profiles and based on said scan-
ning pitch; and
determining the conformation of said second
semi-portion, based on the relative partial pro-
files and based on the scanning pitch.

14. The method according to the preceding claim, com-
prising the following steps:

calculating a first volume of an internal space
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defined by said external surface of the first semi-
portion; and
calculating a second volume of an internal space
defined by said surface of the second semi-por-
tion.

15. The method according to the preceding claim, com-
prising the following steps:

acquiring the weight of the product (10);
determining the total volume of the detected
product (10), as a function of said first and sec-
ond volume;
determining the density of the product (10)
based on its weight and volume.

16. The method according to the preceding claim, com-
prising the step of calculating, as a function of the
density, volume and conformation of the external
surface of the product (10), thicknesses of slices into
which the product (10) is to be cut so that said slices
have predetermined weights.

17. The method according to the preceding claim,
wherein the thicknesses of the slices are determined
so that they substantially have the same weight.

18. The method according to at least one of claims 13
to 17, wherein starting profiles are initially acquired
describing a semi-portion of the product (10), the
conveyor (2) and the floating belt (3), end sections
of each starting profile relative to the conveyor (2)
and to the floating belt (3) being removed, so as to
afford the aforementioned partial profiles.

19. A computer program which, when run on a computer,
carry out the steps of the method according to at
least one of claims 13 - 18.
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