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This  invention  relates  to  apparatus  for  severing 
window  patches  from  a  web  of  patch  material 
and  more  particularly  to  vacuum  conveying 
apparatus  for  advancing  a  web  of  patch  material 
with  adhesive  on  one  surface  thereof  along  a 
linear  path  a  preselected  distance  to  apparatus 
for  severing  successive  window  patches  for  ap- 
plication  around  the  periphery  of  the  windows 
formed  in  envelope  blanks  or  an  envelope  web. 

The  severing  of  patch  material  from  a  web  and 
positioning  patch  material  in  overlying  relation 
with  the  window  portion  of  an  envelope  blank  or 
a  web  of  envelope  material  is  disclosed  in  United 
States  Patents  3,869,865;  3,745,893;  3,618,483; 
3,431,830;  and  3,410,162.  The  adhesive  material 
can  be  applied  to  the  periphery  of  the  window 
portion  of  the  envelope  blank  and  then  the 
severed  window  patches  applied  to  the  envelope 
blank  with  the  adhesive  thereon,  such  as  dis- 
closed  in  United  States  Patent  3,869,965.  In  the 
alternative,  as  disclosed  in  United  States  Patent 
3,618,483,  a  patch  severing  apparatus  is 
arranged  to  sever  window  patches  of  selected 
length.  The  window  patch  web  is  transferred  to 
the  periphery  of  a  vacuum  roll.  A  knife  blade 
positioned  on  the  periphery  of  a  vacuum  roll 
cooperates  with  an  adjacent  backing  knife  blade 
to  sever  a  window  patch  from  the  web  after  the 
web  has  been  transferred  to  the  vacuum  roll. 
Adhesive  is  then  applied  to  the  severed  patch 
after  it  is  released  from  the  vacuum  roll.  In 
United  States  Patents  3,410,162  and  3,745,893 
adhesive  is  applied  to  the  web  of  window  patch 
material  before  the  web  is  severed.  The  web  with 
adhesive  applied  thereto  is  transferred  to  a 
vacuum  roll.  The  web  is  then  cut  on  the  vacuum 
roll  by  the  knife  of  a  rotating  cutter  roll  to  form 
individual  patches  that  adhere  to  the  periphery  of 
the  vacuum  roll.  The  pregummed  patches  are 
then  applied  to  the  envelope  blanks  or  envelope 
web.  In  United  States  Patent  3,410,162,  the 
vacuum  roll  is  covered  with  a  porous  screen  or 
fabric  to  distribute  the  partial  vacuum  from  the 
ports  of  the  roll  over  a  large  portion  of  the 
surface  of  the  vacuum  roll. 

After  the  adhesive  material  is  applied  to  the 
web  of  window  patch  material  or  to  the  severed 
window  patch,  it  is  preferred  that  the  adhesive 
be  permitted  to  preset  prior  to  application  to  the 
envelope  blank  or  web  of  envelope  material. 
Presetting  of  the  adhesive  assures  positive  bond- 
ing  between  the  window  patch  and  the  envelope 
blank  or  web.  If  the  vacuum  roll  is  positioned 
closely  adjacent  to  the  adhesive  applicator,  there 
may  be  insufficient  time  for  the  adhesive  to 
preset  before  the  web  is  severed  and  the  patch 
applied  to  the  envelope  blanks,  particularly  for  a 
high-speed  patching  operating. 

Therefore,  there  is  need  in  high-speed  window 
patch  making  operations  for  patch  severing  and 
applying  apparatus  that  assures  positive  bonding 
of  the  window  patch  to  the  envelope  blank  to 
eliminate  incomplete  bonding  of  the  patch  to  the 

envelope  blank  by  permitting  a  desired  preset- 
ting  of  the  adhesive  before  the  patch  is  applied. 

According  to  the  present  invention,  there  is 
provided  apparatus  for  severing  window  patches 
from  a  web  of  patch  material  comprising  means 
for  applying  adhesive  to  selected  portions  of  one 
surface  of  the  web  of  patch  material,  a  pair  of 
cooperating  rolls  for  feeding  the  web  to  said 
means  for  applying  adhesive,  a  vacuum  roll  en- 
gaging  successive  window  patches  with 
adhesive  on  one  surface  thereof,  and  severing 
means  for  cutting  successive  window  patches  of 
a  preselected  length  from  the  web  while  the  web 
is  engaged  to  the  surface  of  the  vacuum  roll 
(known  from  e.g.  US-A-3  745  893),  charac- 
terized  in  that  a  vacuum  conveyor  is  positioned 
between  said  means  for  applying  adhesive  and 
said  severing  means,  said  vacuum  conveyor 
being  operable  to  advance  the  web  with 
adhesive  applied  to  selected  portions  of  the  web 
along  a  linear  path  from  the  means  for  applying 
adhesive  toward  said  severing  means,  said 
vacuum  conveyor  having  a  receiving  end  portion 
positioned  closely  adjacent  said  means  for  apply- 
ing  adhesive  and  a  discharging  end  portion 
spaced  from  said  severing  means,  and  said 
vacuum  conveyor  being  arranged  to  push  the 
web  from  said  discharging  end  portion  a  pre- 
selected  distance  to  said  vacuum  roll  before  the 
web  is  transferred  to  the  vacuum  roll  and  the 
window  patches  are  cut. 

Preferably,  the  web  receiving  end  portion  of 
the  conveyor  is  positioned  closely  adjacent  to 
apparatus  for  applying  adhesive  to  selected  por- 
tions  of  one  surface  of  web  patch  material.  A  pull 
roll  and  an  idler  roll  feed  the  web  to  the  adhesive 
applicator.  The  conveyor  advances  or  pulls  the 
web  from  the  adhesive  applicator  toward  the 
vacuum  roll.  The  web  is  maintained  on  the  con- 
veying  surface  formed  by  an  upper  run  of  the 
conveyor  by  the  reduced  pressure  force  applied 
through  the  porous  conveying  surface  and  the 
registered  suction  ports  of  the  stationary  and 
movable  plates.  By  adjusting  the  position  of  the 
movable  plate  on  the  stationary  plate,  the  size  of 
the  passageways  formed  by  the  registered  ports 
through  the  plates  in  communication  with  the 
reduced  pressure  source  is  adjusted.  In  this  man- 
ner,  the  magnitude  of  the  reduced  pressure  force 
applied  to  the  web  to  maintain  the  web  in  con- 
tact  with  the  conveying  surface  can  be  increased 
or  decreased  as  desired. 

The  discharging  end  portion  of  the  vacuum 
conveyor  is  spaced  a  preselected  distance  from 
the  vacuum  roll  and  the  window  patch  severing 
apparatus  associated  with  the  vacuum  roll.  Thus 
between  the  conveyor  discharging  end  portion 
and  the  point  at  which  the  web  is  engaged  on  the 
periphery  of  the  vacuum  roll,  the  web  is  pushed 
forwardly  by  the  conveying  action  generated  by 
the  vacuum  conveyor.  Preferably  the  web  of 
patch  material  is  conveyed  a  preselected  dis- 
tance  from  the point  of  adhesive  application  to 
the  point  where  the  web  is  severed  to  assure  a 
desired  presetting  of  the  adhesive  on  the  surface 



of  the  web  while  maintaining  a  preselected  feed 
rate  of  the  web. 

Some  embodiments  of  the  present  invention 
will  be  described,  by  way  of  examples,  with 
reference  to  the  accompanying  drawings,  in 
which: -  

Figure  1  is  a  schematic  view  of  a  portion  of  an 
envelope  making  machine,  illustrating  the 
apparatus  for  forming  window  patches  that  are 
adhesively  applied  to  envelope  blanks  or  a  web  of 
envelope  material  from  which  blanks  are  cut, 

Figure  2  is  a  schematic  top  plan  view  of  the  web 
conveying  apparatus  for  conveying  the  web  of 
patch  material  from  an  adhesive  applicator  to 
patch  severing  apparatus,  illustrating  a  pair  of 
ported  plates  positioned  between  the  upper  sur- 
face  of  a  porous  conveyor  and  a  source  of 
reduced  pressure,  and 

Figure  3  is  a  fragmentary  schematic  sectional 
view  of  the  ported  plates  and  the  porous  convey- 
ing  surface,  illustrating  the  alignment  of  the  ports 
in  the  plates  to  control  the  magnitude  of  the 
reduced  pressure  force  applied  to  the  porous 
conveying  surface  on  which  the  web  material  is 
conveyed. 

Referring  to  the  drawings  and  particularly  to 
Figure  1,  there  is  schematically  illustrated  a  por- 
tion  of  an  envelope  making  machine  generally 
designated  by  the  numeral  10  that  includes  a 
window  patch  severing  apparatus  generally  de- 
signated  by  the  numeral  12.  The  window  patch 
severing  apparatus  12  includes  a  reel  (not  shown) 
for  a  web  14  of  window  patch  material.  Patch 
transfer  apparatus  generally  designated  by  the 
numeral  16  includes  a  vacuum  roll  18  mounted  on 
a  shaft  (not  shown)  conventionally  supported  in 
an  envelope  machine  frame.  The  vacuum  roll  18 
is  conventionally  in  design  and  includes  a  series 
of  rows  of  suction  or  vacuum  ports  that  open  onto 
a  roll  periphery  20.  As  is  well  known  in  the  art,  the 
rows  of  vacuum  ports  are  connected  to  longi- 
tudinally  extending  pasageways  which  are  con- 
nected  through  suitable  valve  means  to  a  vacuum 
pump  or  similar  device  to  provide  a  partial 
vacuum  or  a  reduced  pressure  at  the  suction  ports 
when  the  suction  ports  are  in  preselected  angular 
positions  relative  to  the  other  components  of  the 
envelope  machine. 

Window  patch  severing  apparatus  generally 
designated  by  the  numeral  22  is  associated  with 
the  vacuum  roll  18  and  includes  a  knife  blade  24 
suitably  mounted  on  the  roll  periphery  20.  Posi- 
tioned  adjacent  the  vacuum  roll  18  is  a  roll  26  with 
a  backing  knife  blade  28  mounted  thereon.  The 
roll  26  is  arranged  to  rotate  at  a  preselected  ratio 
with  the  vacuum  roll  18  to  sever  successive 
selected  lengths  of  window  patch  material  from 
the  web  14.  Preferably  the  roll  26  rotates  at  the 
speed  of  the  envelope  machine  drive  shaft.  With 
this  arrangement  the  knife  blades  24  and  28  are 
arranged  to  sever  a  window  patch  of  a  pre- 
selected  length  from  the  web  14  of  patch  material. 
The  patch  severing  apparatus  12  is  arranged  to 
sever window  patches  of variable  length  while the 
envelope  machine  is  running. 

The  web  14  of  patch  material  is  engaged  on  the 
surface  of the  vacuum  roll  18,  and  a  window  patch 
P  is  severed  therefrom.  The  free  window  patch  P 
with  adhesive  secured  to  the  outer  surface,  in  a 
manner  to  be  explained  later  in  greater  detail, 
remains  engaged  on  the  roll  periphery  20.  A  web 
30  of  envelope  blank  material  having  windows  cut 
out  from  the  web  30  at  spaced  intervals  along  the 
length  thereof  is  fed  at  a  preselected  rate  around 
an  idler  roll  32  between  the  vacuum  roll  18  and  a 
back-up  roll  34.  With  the  window  patch  engaged 
to  the  vacuum  roll  18,  rotation  of the  vacuum  roll 
transfers  the  patch  P  into  overlying  relation  with 
the  respective  cut  out  window  in  the  web  30  of 
envelope  blank  material. 

As  the  envelope  web  30  moves  between  the 
vacuum  roll  18  and  the  back-up  roll  34,  window 
patch  P  adhesively  engages  the  web  30  and  is 
compressed  by  the  rolls  18  and  34  onto  one 
surface  of  the  web  30.  The  rolls  18  and  34  are  in 
abutting  relation  with  each  other  so  as  to 
adhesively  secure  the  patch  to  the  web  30 
surrounding  the  periphery  of  a  cut  out  window  in 
the  web  30.  It  should  also  be  understood  that  the 
patch  P  can  be  applied  to  an  envelope  blank 
severed  from  the  web  30  where  the  blank  is 
conveyed  between  the  vacuum  roll  18  and  the 
back-up  roll  34. 

The  web  14  of  window  patch  material  is 
engaged  by  a  pull  roll  36  and  an  idler  roll  38  and  is 
fed  by  the  rolls  36  and  38  around  an  idler  roll  40. 
The  web  14  is  threaded  around  the  periphery  of 
the  idler  roll  40  and  between  the  rolls  36  and  38. 
Preferably,  the  pull  roll  36  has  a  sprocket  (not 
shown)  secured  thereto  for  rotation  with  an  out- 
put  shaft  of  a  variable  speed  drive,  such  as  a  P.I.V. 
gear  type  variable  speed  drive  well  known  in  the 
art.  The  output  shaft  of  the  web  pull  roll  36  is 
drivingly  connected  to  the  envelope  machine 
drive  shaft  and  is  driven  at  a  fixed  ratio  to  the 
speed  of  the  envelope  machine  drive  shaft.  The 
speed  of  the  pull  roll  36  can  be  increased  or 
decreased  as  desired  to  feed  the  web  14  at  a 
preselected  patch  web  speed. 

The  rolls  36  and  38  unwind  the  web  14  of 
window  patch  material  from  a  roll  and  feed  the 
web  14  beneath  a  deflector  roll  42  to  an  adhesive 
applicator  generally  designated  by  the  numeral 
44.  The  adhesive  applicator  44  includes  a  roll  46 
positioned  adjacent  to  a  reservoir  of  adhesive 
material  or  gum  box  48.  The  adhesive  material  is 
transferred  from  the  reservoir  48  by  roll  46  to  an 
applicator  roll  50  that  applies  the  adhesive 
material  to  selected  portions  of  the  web  14  of 
window  patch  material  in  a  well  known  manner. 
Preferably,  the  roll  46  is  also  driven  by  the  P.I.V. 
variable  speed  gear  drive  at  the  patch  web  speed. 
The  applicator  roll  50  is  driven  at  a  fraction  of  the 
speed  of  the  envelope  machine  drive  shaft,  de- 
pending  on  the  diameter  of  roll  50. 

The  web  14  of  window  patch  material  with 
adhesive  applied  to  selected  portions  on  one 
surface  of  the  web,  is  conveyed,  in  accordance 
with  the  present  invention,  by  a  vacuum  conveyor 
generally  designated  by  the  numeral  52  from  the 



adhesive  applicator  44  to  the  vacuum  roll  18  and 
the  window  patch  severing  apparatus  22.  The 
vacuum  conveyor  52  is  operable  to  advance  the 
web  14  with  adhesive  applied  thereto  along  a 
linear  path,  for  example,  a  horizontal  linear  path 
as  illustrated  in  Figure  1,  for  a  preselected  dis- 
tance  from  the  adhesive  applicator  44  to  the 
severing  apparatus  22.  This  arrangement  permits 
the  desired  degree  of  presetting  of  the  adhesive 
applied  to  the  web  14  before  the  window  patches 
are  severed.  This  is  particularly  adaptable  in  high 
speed  patch  making  operations  and  eliminates 
the  problems  normally  encountered  with  vacuum 
roll  transfer  of  the  guumed  web  to  the  patch 
severing  apparatus.  With  vacuum  roll  transfer, 
the  web  is  fed  along  an  arcuate  path  and  does  not 
follow  a  linear  path.  Thus,  for  example,  the 
distance  between  the  applicator  roll  and  the 
severing  apparatus  is  insufficient  to  obtain  the 
desired  degree  of  presetting  of  the  adhesive  on 
the  web  14  for  high  speed  window  patch  making 
operations. 

As  illustrated  in  greater  detail  in  Figure  2,  the 
vacuum  conveyor  52  includes  a  continuous  belt- 
type  conveyor  54  having  an  upper  run  56  and  a 
lower  run  58.  The  upper  and  lower  runs  56  and  58 
are  reeved  at  opposite  ends  around  a  driven  roll 
60  and  an  idler  roll  62.  The  driven  roll  60  is 
preferably  driven  at  the  speed  of  the  pull  roll  36 
and  the  adhesive  transfer  roll  46  by  the  P.I.V. 
variable  speed  drive.  The  conveyor  54  may  in- 
clude,  in  one  embodiment,  a  single  porous  con- 
veyor  belt  or,  as  illustrated  in  Figure  2,  a  plurality 
of  individual  porous  conveyor  belts  54  reeved 
about the  rolls  60  and  62  and  positioned  in  spaced 
parallel  relation  below  the  web  14.  Preferably, 
each  conveyor  54  is  fabricated  of  a  suitable 
material  having  passages  or  apertures  through 
which  air  is  drawn  downwardly  through  the  upper 
conveyor  run  56  immediately  below  the  web  14.  A 
timing  belt  61  extends  around  rolls  36  and  60  and 
idler  roll  63. 

As  further  illustrated  in  Figure  1,  the  conveyor 
54  has  a  web  receiving  end  portion  64  and  a  web 
discharging  end  portion  66.  The  web  receiving 
end  portion  64  is  supported  by  the  idler  roll  62 
closely  adjacent  to  the  adhesive  applicator  roll  50 
so  that  the  web  14,  after  being  applied  with 
adhesive  material,  is  immediately  transferred  to 
the  receiving  end  portion  64.  The  web  discharging 
end  portion  66,  however,  is  spaced  a  substantial 
distance  from  the  vacuum  roll  18  and  is  not 
positioned  closely  adjacent  thereto.  By  sub- 
stantially  spacing  the  web  discharging  end  por- 
tion  66  from  the  vacuum  roll  18  and  the  severing 
apparatus  22,  the  web  14  is  pushed  by  the 
conveying  action  of the vacuum  conveyor 54 from 
the  discharging  end  portion  66  to  the  severing 
apparatus  22.  This  provides  an  increase  in  the 
web  patch  conveying  distance  from  the  point  of 
applying  adhesive  on  the  web  14  to  the  point  of 
severing  window  patches  from  the  web  14. 

The  web  14  of  window  patch  material  is  main- 
tained  in  contact  with  a  porous  conveying  surface 
68  on  the  upper  conveyor  run  56  by  the  applica- 

tion  of  a  reduced  pressure  force  on  the  conveying 
surface  68.  The  source  of  the  reduced  pressure 
force  is  a  vacuum  box  generally  designated  by  the 
numeral  70.  The  vacuum  box  70  includes  a  hous- 
ing  72  having  a  preselected  length  whereby  the 
drive  roll  60  and  the  idler  roll  62  are  positioned 
adjacent  the  opposite  ends  of  the  housing  72. 
With  this  arrangement,  the  housing  72  is  posi- 
tioned  between  the  conveyor  upper  and  lower 
runs  56  and  58.  The  housing  72  has  a  vacuum 
passageway  74  which  is  connected  through  suit- 
able  valve  means  (not  shown)  to  a  vacuum  pump 
or  similar  device  as  utilized  with  the  vacuum  roll 
18,  to  provide  a  partial  vacuum  at  the  upper 
conveying  surface  68. 

A  stationary  plate  76  is  positioned  at  the  top  of 
the  housing  72  above  the  vacuum  passageway  74 
and  below  the  conveyor  upper  run  56.  The 
stationary  plate  76  has  a  plurality  of  suction  ports 
78  therethrough.  The  suction  ports  78  are  open  to 
the  vacuum  passageway  74  of  the  vacuum  box 
70.  A  movable  plate  80  is  positioned  in  overlying 
relation  with  the  stationary  plate  76.  The  movable 
plate  80  is  suitably  supported  for  movement 
relative  to  the  stationary  plate  76.  The  movable 
plate  80  also  includes  a  plurality  of  suction  ports 
82.  The  movable  plate  80  is  maneuvered  in  a 
horizontal  plane  to  a  position  relative  to  the 
stationary  plate  76  where  the  suction  ports  78  and 
82  are  arranged  in  preselected  registry  to  provide 
a  plurality  of  continuous  passageways  extending 
from  the  vacuum  passageway  74  through  the 
plates  76  and  80  to  the  porous  conveying  surface 
68. 

Further  in  accordance  with  the  present  inven- 
tion,  by  placing  the  ports  78  and  82  in  selected 
registry,  the  dimension  of  the  passageways 
through  the  plates 76 and  80 for the  application  of 
reduced  pressure  on  the  conveying  surface  68  is 
controlled.  This,  in  turn,  controls  the  magnitude 
of  the  reduced  pressure  force  on  conveyor  sur- 
face  68.  The  movable  plate  80  is  advanced  to  a 
preselected  position  where,  for  example,  the 
ports  82  of  the  movable  plate  80  are  in  complete 
alignment  with  the  ports  78  of  the  stationary  plate 
76.  This  provides  the  maximum  openings  through 
the  passageways  of the  overlying  plates  76  and  80 
and  the  maximum  degree  of  reduced  pressure 
applied  to  the  conveying  surface  68.  Accordingly, 
by  moving  the  plate  80  relative  to  the  plate  76  to  a 
position  where  a  portion  of  the  ports  78  are 
partially  obstructed  or  blocked  by  the  movable 
plate  80,  passageways  of  reduced  dimension  are 
provided  through  the  plates  76  and  80.  In  this 
manner,  the  magnitude  of  the  reduced  pressure 
force  applied  to  the  conveying  surface  68  is 
reduced.  Accordingly,  the  ports  78  in  plate  76  can 
be  completely  blocked  by  the  movable  plate  80, 
and  the  reduced  pressure  force  is  completely 
removed  from  the  conveying  surface  68.  Con- 
sequently  by  selectively  moving  the  plate  80 
relative  to  the  plate  76,  the  magnitude  of  the 
reduced  pressure  force  applied  to  the  conveying 
surface  68  is  controlled. 

Adjusting  the  partial  vacuum  applied  to  the 



conveying  surface  68  is  selected  as  determined  by 
the  operating  conditions  of  the  envelope 
machine,  for  example,  the  envelope  machine 
speed  and  the  patch  web  speed.  This  permits 
lower  vacuum  pressures  to  be  applied  to  the 
conveying  surface  68  to  maintain  the  web  14  in 
positive  contact  with  the  conveyor  upper  run  56 
for  all  patch  web  speeds  utilized. 

After  the  web  14  passes  beneath  the  adhesive 
applicator  roll  50,  the  vacuum  conveyor  54  pulls 
the  web  14  from  beneath  the  roll  50  onto  the  web 
receiving  end  portion  64  and  over  the  surface  68 
to  the  web  discharging  end  portion  66.  From  the 
web  discharging  end  portion  66,  the  web  14  is 
pushed  by  the  conveying  action  generated  by  the 
conveyor  54  to  the  vacuum  roll  18  and  the 
severing  apparatus  22.  Thus,  by  utilizing  the 
vacuum  conveyor  52  to  push  the  web  14  to  the 
severing  apparatus  22,  an  increase  in  the  convey- 
ing  distance  from  the  point  of  adhesive  applica- 
tion  on  the  web  14  to  the  point  of  severing  the 
web  14  is  obtained.  This  permits  the  adhesive 
applied  to  the  web  14  to  preset  before  the  web  14 
is  severed  and  the  window  patches  P  are  applied 
to  the  envelope  blank  between  the  vacuum  roll  18 
and  the  back-up  roll  34. 

1.  Apparatus  for  severing  window  patches  from 
a  web  of  patch  material  comprising  means  (50) 
for  applying  adhesive  to  selected  portions  of  one 
surface  of  the  web  (14)  of  patch  material,  a  pair  of 
cooperating  rolls  (36,  38)  for  feeding  the  web  to 
said  means  (50)  for  applying  adhesive,  a  vacuum 
roll  (18)  engaging  successive  window  patches 
with  adhesive  on  one  surface  thereof,  and  sever- 
ing  means  (22)  for  cutting  successive  window 
patches  of  a  preselected  length  from  the  web 
while  the  web  is  engaged  to  the  surface  of  the 
vacuum  roll,  characterized  in  that  a  vacuum  con- 
veyor  (52)  is  positioned  between  said  means  (50) 
for  applying  adhesive  and  said  severing  means 
(22),  said  vacuum  conveyor  (52)  being  operable  to 
advance  the  web  (14)  with  adhesive  applied  to 
selected  portions  of  the  web  along  a  linear  path 
from  the  means  (50)  for  applying  adhesive  toward 
said  severing  means  (22),  said  vacuum  conveyor 
(52)  having  a  receiving  end  portion  (64)  posi- 
tioned  closely  adjacent  said  means  for  applying 
adhesive  and  a  discharging  end  portion  (66) 
spaced  from  said  severing  means  (22),  and  said 
vacuum  conveyor  (52)  being  arranged  to  push  the 
web  (14)  from  said  discharging  end  portion  (66)  a 
preselected  distance  of  said  vacuum  roll  (18) 
before  the  web  (14)  is  transferred  to  the  vacuum 
roll  (18)  and  the  window  patches  (R)  are  cut. 

2.  Apparatus  as  claimed  in  claim  1,  in  which 
said  vacuum  conveyor  (52)  has  a  porous  convey- 
ing  surface  (68)  for  receiving  the  web  (14)  of  patch 
material,  a  source  of  reduced  pressures  (72)  for 
applying  a  reduced  pressure  force  to  said  porous 
conveying  surface  (68)  to  maintain  the  web  (14)  of 
patch  material  in  contact  with  said  conveying 
surface  (68)  and  advance  the  web  (14)  from  said 

receiving  end  portion  (64)  to  said  discharging  end 
portion  (68)  and  means  (80)  for  controlling  the 
magnitude  of  the  reduced  pressure  force  applied 
to  said  porous  conveying  surface  (68). 

3.  Apparatus  as  claimed  in  claim  2,  in  which 
said  means  (80)  for  controlling  the  magnitude  of 
the  reduced  pressure  force  includes,  a  stationary 
plate  (76)  positioned  below  said  porous  convey- 
ing  surface  (68)  and  above  said  source  of  reduced 
pressure  (72),  said  stationary  plate  (76)  having  a 
plurality  of  suction  ports  (78)  therethrough,  a 
movable  plate  (80)  positioned  in  overlying  rela- 
tion  with  said  stationary  plate  (76)  and  below  said 
porous  conveying  surface  (68),  said  movable 
plate  (80)  having  a  plurality  of  suction  ports  (82) 
therethrough,  said  movable  plate  (80)  being  posi- 
tioned  for  movement  relative  to  said  stationary 
plate  (76)  to  place  said  suction  ports  (82)  of  said 
movable  plate  (80)  in  selected  registry  with  said 
suction  ports  (78)  of  said  stationary  plate  (76)  to 
control  the  magnitude  of  the  reduced  pressure 
force  applied  to  said  porous  conveying  surface 
(68). 

4.  Apparatus  as  claimed  in  any  preceding  claim, 
in  which  said  vacuum  conveyor  (52)  includes  a 
conveyor  belt  (54)  having  an  upper  run  (56)  and  a 
lower  run  (58),  said  upper  run  (56)  forming  a 
conveying  surface  for  receiving  the  web  (14)  of 
patch  material,  means  (60)  for  driving  said  con- 
veyor  belt  to  advance  the  web  (14)  of  patch 
material  at  a  preselected  feed  rate  on  said  convey- 
ing  surface  from  said  receiving  end  portion  (64)  to 
said  discharging  end  portion  (66),  and  a  source  of 
a  reduced  pressure  (70)  force  applied  to  said 
conveying  surface  and  having  means  (80)  for 
controlling  the  magnitude  of  the  reduced 
pressure  force  applied  to  said  conveying  surface 
to  maintain  the  web  of  patch  material  thereon. 

5.  Apparatus  as  claimed  in  any  preceding  claim, 
in  which  said  conveyor  discharging  end  portion 
(66)  is  spaced  a  preselected  linear  distance  from 
said  severing  means  (22)  to  provide  an  increased 
distance  for  the  transport  of  the  web  (14)  of  patch 
material  from  the  point  of  applying  adhesive 
thereto  to  the  point  of  severing  window  patches 
from  the  web  and  thereby  allow  selected  preset- 
ting  of  the  adhesive  on  the  web  before  the  web  is 
cut. 

6.  Apparatus  as  claimed  in  claim  1,  which 
includes  means  (80)  for  applying  a  reduced 
pressure  force  of  a  preselected  magnitude  to  the 
surface  of  said  vacuum  conveyor  to  maintain  the 
web  of  patch  material  in  contact  with  the  surface 
for  feeding  the  web  of  patch  material  from  said 
means  for  applying  adhesive  to  said  severing 
means  at  a  preselected  feed  rate. 

1.  Vorrichtung  zum  Abtrennen  von  durchsichti- 
gen  Aufklebern  von  einer  Aufklebermaterialbahn 
mit  Einrichtungen  (50)  zur  Aufbringung  von  Kleb- 
stoff  auf  ausgewählten  Bereichen  einer  Ober- 
fläche  der  Aufklebermaterialbahn  (14),  einem 
Paar  zusammenwirkender  Walzen  (36, 38)  für  die 



Zuführung  der  Bahn  zu  den  Einrichtungen  (50)  zur 
Aufbringung  von  Klebstoff,  einer  Vakuumwalze 
(18)  zur  Anlage  an  aufeinanderfolgenden  durch- 
sichtigen  Aufklebem  mit  Klebstoff  auf  einer  ihrer 
Oberflächen  und  Abtrenneinrichtungen  (22)  zum 
Abschneiden  aufeinanderfolgender  durchsichti- 
ger  Aufkleber  ausgewählter  Länge  von  der  Bahn, 
während  die  Bahn  in  Anlage  an  oder  Oberfläche 
der  Vakuumwalze  sich  befindet,  dadurch  gekenn- 
zeichnet,  daß  eine  Vakuumfördereinrichtung  (52) 
zwischen  den  Einrichtungen  (50)  zur  Aufbringung 
von  Klebstoff  und  den  Abtrenneinrichtungen  (22) 
angeordnet  ist,  wobei  diese  Vakuumförderein- 
richtung  (52)  so  arbeitet,  daß  sie  die  Bahn  (14)  mit 
Klebstoff  auf  ausgewählten  Bereichen  der  Bahn 
(14)  mit Klebstoff  auf  ausgewählten  Bereichen  der 
Bahn  aufgebracht  entlang  eines  geradlinigen 
Weges  von  den  Einrichtungen  (50)  zur  Aufbrin- 
gung  von  Klebstoff  zu  den  Abtrenneinrichtungen 
(22)  vorrückt,  die  Vakuumfördereinrichtung  (52) 
einen  Aufnahmeendabschnitt  (64),  der  nahe  be- 
nachbart  zu  den  Einrichtungen  zur  Aufbringung 
von  Klebstoff  angeordnet  ist,  und  einen  von  den 
Abtrenneinrichtungen  (22)  beabstandeten  Austra- 
gendabschnitt  (66)  aufweist  und  die  Vakuumför- 
dereinrichtung  (52)  so  angeordnet  ist,  daß  sie  die 
Bahn  (14)  von  dem  Austragendabschnitt  (66)  über 
einen  ausgewählten  Abstand  zu  der  Vakuumwal- 
ze  (18)  stößt,  bevor  die  Bahn  (14)  zu  der Vakuum- 
walze  (18)  überführt  wird  und  die  durchsichtigen 
Aufkleber  (R)  abgeschnitten  werden. 

2.  Vorrichtung  nach  Anspruch  1,  bei  der  die 
Vakuumfördereinrichtung  (52)  eine  poröse  För- 
derfläche  (68)  zur  Aufnahme  der  Aufklebermate- 
rialbahn  (14),  eine  Quelle  für  verminderte  Drücke 
(72)  zur Anlegung  von  vermindertem  Druck  an  die 
poröse  Förderfläche  (68),  um  die  Aufklebermate- 
rialbahn  (14)  in  Berührung  mit  der  Förderfläche 
(68)  zu  halten  und  die  Bahn  (14)  von  dem  Auf- 
nahmeendabschnitt  (64)  zu  dem  Austragendab- 
schnitt  (68)  vorzurücken,  und  Einrichtungen  (80) 
zur  Steuerung  der  Stärke  an  die  poröse  Förderflä- 
che  (68)  angelegten  verminderten  Druckes  auf- 
weist. 

3.  Vorrichtung  nach  Anspruch  2,  bei  der  die 
Enrichtungen  (80)  zur  Steuerung  der  Stärke  des 
verminderten  Druckes  eine  zwischen  der  porösen 
Förderfläche  (68)  und  oberhalb  der  Quelle  für 
verminderten  Druck  (72)  angeordnete  ortsfeste 
Platte  (76),  wobei  diese  ortsfeste  Platte  (76)  meh- 
rere  Saugöffnungen  (78)  durch  sie  hindurch  auf- 
weist,  eine  in  mit  der  stationären  Platte  (76) 
überlagernder  Beziehung  und  unterhalb  der  porö- 
sen  Förderfläche  (68)  angeordnete  bewegliche 
Platte  (80),  wobei  diese  bewegliche  Platte  (80) 
mehrere  Sauglöcher  (82)  durch  sie  hindurch  auf- 
weist,  einschließen,  wobei  die  bewegliche  Platte 
(80)  für  eine  Bewegung  relativ  zu  der  ortsfesten 
Platte  (76)  angeordnet  ist,  um  die  Saugöffnungen 
(82)  der  beweglichen  Platte  (80)  in  ausgewählte 
Deckung  mit  den  Saugöffnungen  (78)  der  ortsfe- 
sten  Platte  (76)  zu  bringen,  um  so  die  Stärke  des 
an  die  poröse  Förderfläche  (68)  angelegten  ver- 
minderten  Druckes  zu  steuern. 

4.  Vorrichtung  nach  einem  der vorausgehenden 

Ansprüche,  bei  der  die  Vakuumfördereinrichtung 
(52)  eine  Förderband  (54)  mit  einem  oberen  Trum 
(56)  und  einem  unteren  Trum  (58),  wobei  das 
obere  Trum  (56)  eine  Förderfläche  zur  Aufnahme 
der  Aufklebermaterialbahn  (14)  bildet,  Einrichtun- 
gen  (60)  zum  Antrieb  des  Förderbandes  zum 
Vorrücken  der  Aufklebermaterialbahn  (14)  mit 
einer  ausgewählten  Vorrückgeschwindigkeit  auf 
der  Förderfläche  von  dem  Aufnahmeendabschnitt 
(64)  zu  dem  Austragendabschnitt  (66)  und  eine 
Quelle  für  an  die  Förderfläche  angelegten  vermin- 
derten  Druck  (70)  und  mit  Einrichtungen  (80)  zur 
Steuerung  der  Größe  des  an  die  Förderfläche 
angelegten  verminderten  Druckes,  um  die  Aufkle- 
bermaterialbahn  darauf  zu  halten,  einschließt. 

5.  Vorrichtung  nach  einem  der vorausgehenden 
Ansprüche,  bei  der  der  Austragendabschnitt  (66) 
in  ausgewähltem  geradlinigem  Abstand  von  der 
Abtrenneinrichtung  (22)  beabstandet  ist,  um 
einem  vergrößerten  Abstand  für  den  Transport 
der  Aufklebermaterialbahn  (14)  von  dem  Punkt 
der  Klebstoffaufbringung  auf  ihr zu  dem  Punkt  der 
Abtrennung  von  Fensterflicken  von  der  Bahn  zu 
bekommen  und  so  eine  ausgewählte  Vorhärtung 
des  Klebstoffes  auf  der  Bahn,  bevor  die  Bahn 
zerschnitten  wird,  zu  gestaten. 

6.  Vorrichtung  nach  Anspruch  1,  die  Einrichtun- 
gen  (80)  zum  Anlegen  eines  verminderten 
Druckes  ausgewählter  Stärke  an  die  Oberfläche  der 
Vakuumfördereinrichtung  eineschließt,  um  die 
Aufklebermaterialbahn  in  Berührung  mit  der 
Oberfläche  zu  halten  und  so  die  Aufklebermate- 
rialbahn  von  der  Einrichtung  zur  Klebstoffaufbrin- 
gung  zu  der  Abtrenneinrichtung  mit  einer  ausge- 
wählten  Zuführgeschwindigkeit  zu  überführen. 

1.  Appareil  pour  découper  des  pièces  de  fenê- 
tres  dans  une  bande  de  matériau  pour  pièces 
comprenant  des  moyens  (50)  pour  l'application 
d'adhésif  sur  des  parties  choisies  d'une  surface 
de  la  bande  (14)  de  matériau  pour  pièces,  une 
paire  de  rouleaux  coopérants  (36, 38)  pour  l'ame- 
née  de  la  bande  auxdits  moyens  (50)  d'application 
d'adhésif,  un  rouleau  aspirant  (18)  entrant  en 
contact  avec  des  pièces  de  fenêtres  successives 
avec  de  l'adhésif  sur  une  de  leurs  surfaces  et  des 
moyens  de  sectionnement  (22)  destinés  à  décou- 
per  dans  la  bande  des  pièces  de  fenêtres  succes- 
sives  de  longueur  préchoisie  pendant  que  la 
bande  est  en  contact  avec  la  surface  du  rouleau 
aspirant,  caractérisé  en  ce  qu'un  transporteur 
aspirant  (52)  est  placé  entre  lesdits  moyens  (50) 
d'application  d'adhésif  et  les  moyens  de  section- 
nement  (22),  ledit  transporteur  aspirant  (52)  étant 
apte  à  agir  pour  avancer  la  bande  (14)  revêtue 
d'adhésif  sur  des  parties  choisies  le  long  d'un 
trajet  rectiligne  à  partir  des  moyens  (50)  d'applica- 
tion  d'adhésif  vers  lesdits  moyens  de  sectionne- 
ment  (22),  ledit  transporteur  aspirant  (52)  com- 
portant  une  partie  extrême  réceptrice  (64)  située 
tout  près  desdits  moyens  d'application  d'adhésif 
et  une  partie  extrême  de  déchargement  (66) 
espacée  desdits  moyens  de  sectionnement  (22), 



et  ledit  transporteur  aspirant  (52),  étant  agencé 
pour  pousser  la  bande  (14)  à  partir  de  ladite  partie 
extrême  de  déchargement  (66)  sur  une  distance 
préchoisie  jusqu'au  dit  rouleau  aspirant  (18)  avant 
que  la  bande  (14)  soit  transférée  sur  le  rouleau 
aspirant  (18)  et  que  les  éléments-fenêtres  (R) 
soient  découpés. 

2.  Appareil  selon  la  revendication  1,  dans  lequel 
ledit  transporteur  aspirant  (52)  comporte  une 
surface  de  transport  poreuse  (68)  pour  recevoir  la 
bande  (14)  de  matériau  pour  pièces,  une  source 
de  dépression  (72)  pour  appliquer  une  dépression 
à  ladite  surface  de  transport  poreuse  (68)  pour 
maintenir  la  bande  (14)  de  matériau  pour  pièces 
en  contact  avec  ladite  surface  de  transport  (68)  et 
faire  avancer  la  bande  (14)  depuis  ladite  partie 
extrême  réceptrice  (64)  jusqu'à  ladite  partie  ex- 
trême  de  déchargement  (68)  et  des  moyens  (80) 
pour  régler  la  grandeur  de  la  dépression  appli- 
quée  à  ladite  surface  de  transport  poreuse  (68). 

3.  Appareil  selon  la  revendication  2,  dans  lequel 
lesdits  moyens  (80)  de  réglage  de  la  grandeur  de 
la  dépression  comportent  une  plaque  fixe  (76) 
placée  au-dessous  de  ladite  surface  de  transport 
poreuse  (68)  et  au-dessus  de  ladite  source  de 
dépression  (72),  cette  plaque fixe  (76)  étant  traver- 
sée  par  une  série  d'orifices  d'aspiration  (78),  une 
plaque  mobile  (80)  disposée  au-dessus  de  ladite 
plaque  fixe  (76)  et  au-dessous  de  ladite  surface  de 
transport  poreuse  (68),  cette  plaque  mobile  (80) 
étant  traversée  par  une  série  d'orifices  d'aspira- 
tion  (82),  cette  plaque  mobile  (80)  étant  placée  de 
façon  à  se  déplacer  par  rapport  à  ladite  plaque 
fixe  (76)  pour  amener  ses  propres  orifices  d'aspi- 
ration  (82)  en  coincidence  choisie  avec  lesdits 
orifices  d'aspiration  (78)  de  ladite  plaque  fixe  (76) 
pour  régler  la  grandeur  de  la  dépression  appli- 
quée  à  ladite  surface  de  transport  poreuse  (68). 

4.  Appareil  selon  l'une  quelconque  des  revendi- 

cations  précédentes,  dans  lequel  ledit  transpor- 
teur  aspirant  (52)  comprend  une  bande  transpor- 
teuse  (54)  comportant  un  brin  supérieur  (56)  et  un 
brin  inférieur  (58),  ledit  brin  supérieur  (56)  consti- 
tuant  une  surface  de  transport  destinée  à  recevoir 
la  bande  (14)  de  matériau  pour  pièces,  des 
moyens  (60)  pour  entraîner  ladite  bande  transpor- 
teuse  pour faire  avancer  la  bande  (14)  de  matériau 
pour  pièces  à  une  vitesse  d'avance  préchoisie  sur 
ladite  surface  de  transport  de  ladite  partie  ex- 
trême  réceptrice  (64)  à  ladite  partie  extrême  de 
déchargement  (66),  et  une  source  de  dépression 
(70)  engendrant  la  dépression  appliquée  à  ladite 
surface  de  transport  et  comportant  des  moyens 
(80)  pour  régler  la  grandeur  de  la  dépression 
appliquée  à  ladite  surface  de  transport  pour  main- 
tenir  sur  celle-ci  la  bande  de  matériau  pour 
pièces. 

5.  Appareil  selon  l'une  quelconque  des  revendi- 
cations  précédentes,  dans  lequel  ladite  partie 
extrême  de  déchargement  est  séparée  par  une 
distance  rectiligne  préchoisie  desdits  moyens  de 
sectionnement  (22)  pour  établir  une  distance  ac- 
crue  de  transport  de  la  bande  (14)  de  matériau 
pour  pièces  depuis  le  point  d'application  d'adhé- 
sif  à  celle-ci  jusqu'au  point  de  découpage  de 
pièces  de  fenêtres  dans  la  bande  et  permettre  par 
là  un  prédurcissement  choisi  de  l'adhésif  porté 
par  la  bande  avant  que  celle-ci  ne  soit  découpée. 

6.  Appareil  selon  la  revendication  1,  qui  com- 
porte  des  moyens  (80)  destinées  à  appliquer  une 
dépression  de  grandeur  préchoisie  à  la  surface 
dudit  transporteur  aspirant  pour  maintenir  la 
bande  de  matériau  pour  pièces  en  contact  avec  la 
surface  de  façon  que  la  bande  de  matériau  pour 
pièces  soit  amenée  desdits  moyens  d'application 
d'adhésif  auxdits  moyens  de  sectionnement  à 
une  vitesse  d'amenée  préchoisie. 
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