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Description

This invention relates to the technical field con-
cerning the machines designed for packaging con-
tainers which, during their handling, (closing of the
bottom, filling with products, closing of the upper
head) are vertically oriented, with reference to their
longer dimension.

In detail, said machines basically comprise:

- amagazine of blanks of flattened tubular form;

- a device to intermittently take the lower blank
of the pile of blanks contained by said maga-
zine, and to transfer the same blank with pro-
gressive definition of the relative open tubular
form, into a corresponding seating of a convey-
ing line;

- said conveying line, made up of a conveyor pro-
vided with means defining a plurality of said
seatings, with fixed spatial attitude, which in a
feeding station located close to the initial part
of the inner branch of the conveyor are de-
signed to receive, and to check elastically, cor-
responding blanks of said open tubular form;

- first means, associated with said inner branch,
to close, in cooperation with glue-applying
means, the bottom of the blank, so as to form
a corresponding container open at the top;

- afeeding station located between the terminal
part of the inner branch of the conveyor and
the initial part of the outer branch of the latter,
designed to insert into said container, from
above downwards, a predetermined quantity
of products, particularly loose products, such
as: pasta, rice, etc., or products in powdery
and/or granular form, such as sugar, deter-
sives, etc.;

- second means, associated with the outer
branch of the conveyor, designed, in cooper-
ation with glue-applying means, to close the
upper head of said container already filled with
products;

- means for transferring the packaged contain-
ers from said outer branch to a reception line.

In the machines known hitherto, the seatings to
receive the blanks of open tubular form are, as men-
tioned above, with fixed spatial attitude, consisting of
drawers or being defined by as many pairs of consec-
utive blocks, and the magazine is oriented perpendi-
cularly with respect to the longer dimension of the
conveyor, with all the problems of encumbrance in-
volved.

By means of a device of known type, the lower
blank of the pile of blanks contained by the magazine
is caught and transferred to said feeding station; dur-
ing said transfer the blank is unfolded, i.e. it is brought
from the flattened tubular form to the open tubular
form.

The magazines used, associable with said de-
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vice, do not allow the automated loading of blanks,
since said pile is subject to the action of elastic means
which keep it pressed against the check means in
contrast with which the device intermittently catches
the blanks.

In fact, in order to carry out the loading, it is nec-
essary to disengage said elastic means from the pile,
and that is precisely why the automatic loading of the
magazine is not possible.

On today’s date the Applicant filed a Patent Ap-
plication no. 3388A/90, concerning a machine in
which, besides other things, said reception seatings
are defined by at least two prongs, borne by relative
chains, respectively for catching (the front one) and
for pushing (the rear one).

In order to allow the insertion of blanks of open
tubular form into relative seatings thus defined, the
Applicant invented a device designed to intermittently
catch the blanks of flattened tubular form from the
bottom of a pile of containers contained by a maga-
zine, and to subsequently transfer the blanks into said
seatings, with "unfolding", at least partial, of the same
blanks during said transfer.

One of the objects of this invention is precisely
the provision of a device performing the functions
mentioned above, and designed to exploit also the
movement of the prongs defining said reception seat-
ings to complete the "unfolding" of the tubular blank,
with consequent advantageous effects in terms of
productivity of the device itself.

A further object of this invention is the provision
of a device which, besides the features mentioned
above, is suited to act on the lower blank of a pile of
blanks located in a magazine, disposed parallel to the
longer dimension of the conveyor provided with said
pairs of corresponding prongs, with said magazine
devised in such a way as to allow the automatic load-
ing of blanks.

The objects mentioned above are accomplished
by means of a device to take blanks, of flattened tub-
ular form, from a magazine, and to open them blanks
during their transfer to a packaging line, as defined in
claim 1.

This device involves positive effects, on one
hand, in terms of productivity and on the other hand
of reliability of the latter, since the opening of the
blank is always assured.

The technical solution provided by the presentin-
vention allows to take the lower blank of a pile of
blanks contained by a magazine disposed parallel to
the direction of maximum extension of a conveyor
(with substantial reduction of the dimensions of the
conveyor-magazine unit and device provided by the
invention), with said taking carried out according to a
direction perpendicular to the lower blank.

Subsequently said blank is transferred, partially
unfolded, into a seating where prongs complete the
unfolding process.
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The particular conformation of the device provid-
ed by the invention allows the employment of a ma-
gazine suited to allow the automated loading of
blanks.

The present invention will be described further,
by way of example, with reference to the accompany-
ing drawings, wherein:

- Fig. 1is a side diagrammatic view of the device

conforming to the invention;

- Fig. 2 is a view of said device according to the
direction X of fig. 1;

- Fig. 3 is a view of said device according to the
direction Y of fig.1;

- Fig. 4 is a view of a section, obtained through
an axial plane, of the means designed to take,
from an intermediate station, a tubular blank of
flattened form, and to transfer said blank, with
the gradual opening of the same, between the
prongs, (which carry out the opening), of a con-
tainer-packaging line.

Referring to said figures, the numeral 1 generally
designates a tubular flattened blank, a die-cut blank
for instance, of the type defined by four consecutive
side walls 2,3,4,5, respectively first, second, third and
fourth, mutually articulated, wherein two of them, e.g.
the first one 2 and the second one 3, result to be co-
planar and fitting together with reference to the re-
maining walls 4,5; with said walls are articulated rel-
ative flaps 2a, 3a, 4a, 5a.

The blanks 1 are stacked in a magazine 6 made
up of a horizontal portion 6a and a portion 6b, consec-
utive to the former, inclined downwards.

In the portion 6a the blanks 1 resultto be inclined
with respect to the horizontal axis, while in the in-
clined portion 6b the same blanks are normal to the
axis of the latter portion.

The lower blank 1a of the pile P of blanks 1 (with
said pile contained by the inclined portion 6b) is sup-
ported by known elastic check means, not illustrated;
the extension of said portion 6b is such as to avoid
overloading said elastic means.

Conventional means, not illustrated, cooperating
with suitable sensors, also not illustrated, provide for
translating, according to F, the blanks present in the
horizontal portion 6a of the magazine 6, so to main-
tain the inclined portion 6b of the magazine always
full of blanks.

Said horizontal portion may also be loaded auto-
matically, e.g. by means of automated units; this is
made possible by the fact that on said horizontal por-
tion 6a no means to press the pile are required, thus
allowing the automated loading, with all the advan-
tages involved.

The lower blank 1a of the pile P defines a station
S from which the blanks are taken.

First means 7 provide for taking the lower blank
1a, and subsequently for transferring it to an inter-
mediate station | where the same blank results to be
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in horizontal position (fig. 1).

Said means 7 are made up of a sleeve 8, hinged
in 9 to the supporting structure 50 of the device, with
which results to be telescopically coupled a stem 10,
whose free end bears sucker means 11 fed in aknown
way, not illustrated; for the sake of simplicity only a
single sucker is illustrated, but it is understood that
the number of suckers depends on the surface of the
blank 1.

With the stem 10 is articulated, in 12, the end of
an arm 13 whose other end is hinged, in 14, to said
structure.

Through means 70 the arm 13 is made rocking,
according to A1-A2, between two limit positions and
vice versa, individuating corresponding positions Z1,
Z2, for the sucker 11.

The sucker 11 in the position Z1 mates at least a
side wall of the blank 1a, e.g. said third wall 4, while
in the position Z2 it is horizontal, as well as turned up-
wards.

The rotation of the arm 13 according to A1 initially
causes a translation of the stem 10 parallel to the axis
of the inclined portion 6b of the magazine (which is
extremely advantageous, since it optimizes the disen-
gagement of the lower blank 1a from the elastic
means checking the pile P) and, subsequently, a
gradual rotation of the same stem with respect to the
fulerum 9, according to A1, combined first with the re-
entering and subsequently with the coming out of this
latter into and from the sleeve 8. At the end of the os-
cillation of the arm 13, in the sense A1, the sucker 11
is in the position Z2 and the blank is positioned, hor-
izontally, in the internediate station I.

In this latter station, sucker means, e.g. consist-
ing of a sucker 15, associated with second means 16,
provide for catching the blank 1, e.g. in correspon-
dence with the first side wall 2, in a suitable relation-
ship of phase with the deactivation of the sucker 11.

The means 16 take the blank 1 from the inter-
mediate station | to transfer it subsequently into a
vertical seating 45 formed by a pair of prongs 17a,
17b (respectively for catching and for pushing) provid-
ed in a container-packaging line 18, whose inner
branch 19a and outer branch 19b result to be parallel
to the axis of the horizontal portion 6a of the maga-
zine 6.

The line 18 is made up of at least two chains
80,81 respectively first and second, running parallel
to each other and with the first one overlapping the
second one (fig. 2).

The first chain 80 bears, equally spaced, the
pushing prongs 17b, radially oriented outwards, and
the second chain 81 bears, equally spaced, the
catching prongs 17a, in the same number as the for-
mer prongs, also radially oriented outwards.

Thus a series of vertical seatings 45 is individu-
ated, each of which is defined by atleast one catching
prong 17a and by at least a corresponding pushing
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prong 17b; said seatings pass through a feeding sta-
tion R defined by the initial part of the inner branch
19a of the conveyor 18.

In detail, as will be pointed out below, said means
16 impart the blank a composite motion, at the end of
which the axis of the blank moves from the horizontal
position to the vertical one (fig. 1), while the walls of
the same blank result to be rotated by 180 degrees
(clockwise with reference to the view of fig. 1) with re-
spect to the above-mentioned axis.

During said motion, the blank intercepts a fixed
catch projection 60 (fig. 3) which provides for unfold-
ing the blank partially; the unfolding is completed,
with the consequent definition of the open tubular
form of the blank, by the combined action of the
prongs 17a, 17b as will be hereinafter more fully ex-
plained.

The means 16 are made up of a cylindrical shell
20, fastened to the structure 50, whose axis 40 results
to be inclined by 45 degrees with respect to two per-
pendicular planes, respectively horizontal and verti-
cal.

Said shell revolvingly supports, inside itself,
through known means 22, a tubular turret 21 whose
upper portion is provided with two tubular projections
24a, 24b, orthogonal to each other, inclined by 45 de-
grees with respect to the axis 40.

Said projections revolvingly support, inside
themselves, through known means 27, relative shafts
25a, 25b, to whose inner ends result to be splined re-
spective bevel gears 28a, 28b in mutual meshing with
one bevel gear 29 splined to the end of a shaft 30 lo-
cated inside the turret 21 and revolvingly supported
by this latter through known means 32.

At the ends of the shafts 25a, 25b, external with
respect to the corresponding projections 24a, 24b,
are fastened, normal to the same shafts, correspond-
ing arms 26a, 26b, each of them bearing respectively
a sucker 15 (mentioned above) and 15a: said suckers
identify as many independent operating units.

In the accompanying drawings, the raceways, as
well as the means designed to feed the suckers 15,
15a, are not illustrated, since they are not pertaining
to the present invention.

The tubular turret 21 is drawn into rotation, ac-
cording to M through means 23, while the shaft 30 is
drawn into rotation through means 31; said means are
motorized in relationship of phase with the motoriza-
tion of the chains 80,81 and of the arm 13.

The unit made up of the means 31 and the bevel
gears 29,28a is suited to draw into rotation the shaft
25a in the sense N according to an angular speed
double with respect to the angular speed of the turret
21; in other words, to every revolution of the turret
correspond two revolutions of the shaft 25a. The
same principles also apply to the shaft 25b.

Referring to figs. 1, 2 and 3, the means 16 are il-
lustrated, by a continuous line, in the position wherein
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the sucker 15 mates the first side wall 2 of the blank,
while the sucker 15a has just completed the transfer
of a blank, partially open, between a pair of corre-
sponding prongs 17a, 17b.

In the above-mentioned position, the sucker 15a
is deactivated, while the sucker 15 is activated.

Reference is made, here below, to the operating
unit comprising the sucker 15.

The 180-degree rotation of the turret 21 accord-
ing to M brings about a gradual rotation of the longi-
tudinal axis of the blank 1 which moves from horizon-
tal to vertical; said rotation, with reference to figs. 1
and 3, is counterclockwise.

If the shaft 25a were fixed, said rotation would in-
volve a synchronous rotation of the side walls of the
blank with respect to said axis; during said rotation a
portion of the blank (not affected by the sucker 15)
would intercept a fixed catch projection, with the con-
sequent partial unfolding of the blank.

With the solution mentioned above, the blank,
partially unfolded, would be inserted into the seating
45, defined by the prongs 17a, 17b of a correspond-
ing pair of prongs, with a speed component concor-
dant with the sense T of translation of the inner
branch 19a of the line 18; this, when the action of the
fixed catch projection ceases, could bring about eith-
er the re-closing of the blank, or its coming out of the
seating 45.

This drawback is avoided by the rotation, accord-
ing to N, of the shaft 25a.

Said rotation, contrary to the rotation of the rela-
tive tubular projection 24a, is by 360 degrees (as com-
pared to 180 degrees of the turret), thus the blank
corresponding to the seating 45 results, with respect
to the relative longitudinal axis, to be rotated by 180
degrees in a sense contrary to the sense M according
to which the projection 24a is rotated.

The above-mentioned principle makes it possible
toinsert the blank, partially unfolded by the catch pro-
jection 60 (which intercepts, e.g., the second wall 3),
in the seating 45 with a speed component H contrary
to said sense T.

Thus the edge common to the walls 3,4 inter-
cepts (in a suitable phase relationship with the deac-
tivation of the sucker 15) the pushing prong 17b, while
the edge common to the walls 2,5 goes to strike
against the catching prong 17a.

The above-mentioned situation prevents the par-
tially unfolded blank from coming out of the seating
45; the gradual decrease, up to the predetermined
value, of the distance between the prongs 17a, 17b
(since this latter, while passing through the feeding
station R, moves along an arc of circumference first,
then it follows a rectilinear trajectory), allows to over-
come the elastic reaction of the articulations of the
blank, until the unfolding of the same has been com-
pleted, with consequent definition of the open form
(designated by W in fig. 3) of the same tubular blank.
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At this point the sucker 15 carries out its idle run
to return to the intermediate station |, and at the same
time the other sucker 15a takes from this latter a
blank of flattened form: the sucker 15a performs the
same operating steps described above with reference
to the sucker 15.

The conformation of the means 16 is such as to
exploit the prongs 17a, 17b, in order to complete the
unfolding of the blank; this involves positive effects,
on one hand, in terms of productivity of the device
conforming to the invention, and on the other hand of
reliability of the latter, since the opening of the blank
is assured.

Claims

1. Device to take blanks, of flattened tubular form,
from a magazine, and to open said blanks during
their transfer to a packaging line, with said line
comprising a conveyor (18) defined by at least
two equal chains (80,81), respectively first and
second, winding themselves round, in a closed
ring, according to horizontal planes, with the first
chain (80) overlapping the second chain (81), to
said chains, motorized with equal speeds, being
restrained relative prongs (17b, 17a), equally
spaced, respectively for pushing and for catching,
radially oriented outwards to jointly define a ser-
ies of vertical seatings (45), with each seating de-
signed to receive, correspondingly to a feeding
station (R) defined by the initial part of the inner
branch (19a) of the conveyor (18), a tubular die-
cut blank (1) oriented vertically, at least partially
open, and to elastically check, subsequently, the
same blank; said device being characterized in
that it comprises: first means (7) designed to take
the lower blank (1a) of a pile (P) of blanks (1) con-
tained by said magazine (6), and to transfer it to
an intermediate station (I) where the same blank
is placed in horizontal position; second means
(16) activated in phase with respect to the moving
of said first means (7) and of said chains (80,81)
designed to take a blank located in said inter-
mediate station (I) and suited to impart to the die-
cut blank a composite spatial motion with pro-
gressive orientation from horizontal to vertical
and rotation around its axis so to engage, at first,
with the same blank, fixed folding means (60),
with partial opening of the latter, and subsequent-
ly, with a speed component (H) contrary to the
advancing sense (T) of said inner branch (19a) of
the conveyor (18), the catching prongs (17a) and
the pushing prongs (17b) of a corresponding
vertical seating (45), with completion of the open-
ing of the blank carried out by the latter prongs.

2. Device according to Claim 1, characterized in
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that said second means (16) comprise: a tubular
turret (21), revolvingly supported by afixed struc-
ture (20,50), inclined with respect to both a hori-
zontal plane and to a vertical plane, provided at
one end with at least a tubular projection (24a,
24b), inclined with respect to the axis of the turret
so to take two limit positions, respectively hori-
zontal and vertical, as a consequence of the ro-
tation by half a revolution of said turret; a shaft
(25a, 25b) located inside said tubular projection
(24a, 24b) by which it is revolvingly supported
and with respect to which it protrudes, sucker
means (15,15a) restrained to the portion of said
shaft (25a,25b) external with respect to the rela-
tive tubular projection, oriented in such a way as
to catch, with this latter disposed horizontally, the
upper portion of the blank already positioned in
the intermediate station (I); first means to draw
said turret (21) into rotation and second means to
draw said shaft (25a, 25b) into rotation with an-
gular speed double with respect to the angular
speed of said turret and according to a sense (N)
contrary to the sense (M) of rotation of the tubular
projection (24a, 24b).

Device according to Claim 2, characterized in
that said turret (21) is inclined by 45 degrees with
respect to said horizontal and vertical plane,
while said tubular projection (24a, 24b) is inclined
by 45 degrees with respect to the turret axis, and
said first sucker means result to be arranged per-
pendicularly with respect to the relative support-
ing shaft (25a, 25b).

Device according to Claim 1, characterized in
that said first means (7) comprise: a sleeve (8),
an end of which is hinged to said fixed structure
(50); a shaft (10) telescopically coupled with said
sleeve; second sucker means (11) restrained to
the free end of said shaft; an arm (13) articulated
with one of its ends to said shaft 10 and hinged
with the remaining end to said fixed structure;
means (70) to rockingly motorize, in relationship
of phase with the actuation of said second means
(16), said arm (13), defining, for said second
sucker means (11), two limit positions (Z1,22), re-
spectively for taking said lower blank (1a) from
the pile (P) of blanks contained by said magazine
(6) and for positioning the same blank into said in-
termediate station (l).

Device according to Claim 1, characterized in
that said magazine is oriented parallel to the di-
rection of maximum extension of said conveyor
(18), and it consists of a longitudinal portion (6a)
and a portion (6b) inclined downwards, consecu-
tive to the former, this latter containing said pile
(P) of blanks (1) of flattened tubular form.
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6. Device according to Claim 3, characterized in

that said first sucker means comprise at least an
arm (26a, 26b), perpendicular with respect to the
relative shaft (25a, 25b), with the free end of
which at least a sucker (15, 15a) is associated.

Device according to Claim 2, characterized in
that said second motorizing means comprise: a
bevel gear (28a, 28b), splined to the inner end of
said shaft (25a, 25b), in mutual meshing with a
bevel gear (29) splined to the end of a shaft (30)
located inside said turret (21) by which it is revolv-
ingly supported, whose remaining end, external
to the turret, is associated with motorizing means
(31).

Patentanspriiche

1.

Vorrichtung zur Entnahme von flachgedriickten,
réhrenférmigen Zuschnitten aus einem Magazin
und zum Aufrichten der genannten Zuschnitte bei
der Ubergabe auf die Verpackungslinie, wobei
die genannte Linie folgende Baugruppen umfalit:
eine Fordereinrichtung (18) bestehend aus min-
destens zwei identischen Ketten (80,81), die er-
ste und die zweite Kette, die in einem geschlos-
senen Ring zwei horizontale Ebenen umspan-
nen, wobei die erste Kette (80) die zweite Kette
(81) Uberlagert und an den mit gleicher Ge-
schwindigkeit angetriebenen genannten Ketten
entsprechende abstandsgleiche Zinken (17b,
17a) zur Mithahme bzw. zum Schieben einge-
spannt sind, die radial nach auen gerichtet sind
und zusammen eine Reihe von vertikalen Sitzfla-
chen (45) bilden, von denen jede in der Lage ist,
entsprechend der aus dem Anfang des Innenab-
schnitts (19a) der Férdereinrichtung (18) beste-
henden Beschickungsstation (R), einen vertikal
ausgerichteten, rohrférmigen, wenigstens teil-
weise gedffneten, gestanzten Zuschnitt (1) auf-
zunehmen und diesen Zuschnitt dann gedampft
anzuhalten, die genannte Vorrichtung dadurch
gekennzeichnet, dal sie wie folgt umfalit: erste
Mittel (7) zur Entnahme des untersten Zuschnitts
(1a) aus einem Stapels (P) von Zuschnitten (1) im
genannten Magazin (6) und zur Ubergabe an eine
Zwischenstation (I), in der der betreffende Zu-
schnitt in horizontaler Stellung abgelegt wird;
zweite Mittel (16) die synchron zu den genannten
ersten Mitteln (7) und zu den genannten Ketten
(80, 81) angetrieben werden und den Zuschnitt in
der genannten Zwischenstation (l) festhalten und
in der Lage sind, den gestanzten Zuschnitt in eine
zusammengesetzte rdumliche Bewegung zu ver-
setzen, mit schrittweisem Ubergang von der ho-
rizontalen in die vertikale Stellung und Drehung
um die eigene Achse, so daB sie zuerst mit dem
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10

selben Zuschnitt in die ortsfesten Faltmittel (60)
eingreifen und der Zuschnitt dadurch teilweise
gedffnet wird und dann, mit einer der Zustellrich-
tung (T) des genannten Innenabschnitts (19a) der
Férdereinrichtung (18) entgegengesetzten Ge-
schwindigkeitskomponente (H), in die Mitnahme-
zinken (17a) und die Schubzinken (17b) der ent-
sprechenden vertikalen Sitzflache (45) eingrei-
fen, wodurch der Zuschnitt durch die letzteren
Zinken vollstandig gedffnet wird.

Vorrichtung gemaf Anspruch 1, dadurch ge-
kennzeichnet, dal die genannten zweiten Mittel
(16) wie folgt umfassen: einen auf einer festen
Auflage (20, 50) drehbar gelagerten, rohrférmi-
gen Revolverkopf (21), der in bezug auf eine ho-
rizontale und eine vertikale Ebene geneigtund an
einem Ende mit wenigstens einem Rohrfortsatz
(244, 24b) versehen ist, der in bezug auf die Re-
volverkopfachse so geneigt ist, dal er bei einer
halben Umdrehung des genannten Revolverkop-
fes zwei Endstellungen, die horizontale und die
vertikale Endstellung bestimmt; eine innerhalb
des genannten Rohrfortsatzes (24a, 24b) unter-
gebrachte, daran drehbar gelagerte und daraus
vorstehende Welle (25a, 25b), Saugnépfe (15,
15a) die an einem Abschnitt der genannten Welle
(25a, 25b) aullerhalb des entsprechenden Rohr-
fortsatzes aufgespannt und so ausgerichtet sind,
dal sie mit letzterem in horizontaler Stellung den
oberen Abschnitt des bereits in der Zwischensta-
tion (I) positionierten Zuschnitts mitnehmen; er-
ste Mittel, um den genannten Revolverkopf (21)
in Drehung zu versetzen und zweite Mittel, um die
genannte Welle (25a, 25b) mit dem doppelten
Wert der Winkelgeschwindigkeit des genannten
Revolverkopfes in die zum Drehsinns (M) des
Rohrfortsatzes (24a, 24b) entgegengesetze
Richtung (N) in Drehung zu versetzen.

Vorrichtung gemaf Anspruch 2, dadurch ge-
kennzeichnet, da® der genannte Revolverkopf
(21) um 45 Grad zur genannten horizontalen und
vertikalen Ebene geneigt ist, wahrend der ge-
nannte Rohrfortsatz (24a, 24b) um 45 Grad zur
Revolverkopfachse geneigt ist und die genann-
ten ersten Saugnapfe senkrecht zur entspre-
chenden Tragerwelle (25a, 25b) gelagert sind.

Vorrichtung gemaf Anspruch 1, dadurch ge-
kennzeichnet, dal die genannten ersten Mittel (7)
wie folgt umfassen: eine Buchse (8), deren Ende
an der genannten festen Auflage (50) schwenk-
bar gelagert ist; eine mit der genannten Buchse
teleskopisch gekuppelte Welle (10); zweite Saug-
mittel (11), die am freien Ende der genannten
Welle aufgespannt sind; ein an einem Ende der
genannten Welle (10) angebrachter Gelenkarm
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(13), dessen zweites Ende an der genannten fe-
sten Auflage schwenkbar gelagert ist; Mittel (70)
um den genannten Gelenkarm (13), synchron zur
Betéatigung der genannten zweiten Mittel (16) in
eine Pendelbewegung zu versetzen, wodurch fir
die genannten zweiten Saugmittel (11) zwei End-
stellungen (Z1, Z2) zur Entnahme des genannten
unteren Zuschnitts (1a) aus dem Stapel (P) mit
Zuschnitten im genannten Magazin (6) und zur
Positionierung des betreffenden Zuschnitts in
der genannten Zwischenstation (I) definiert wer-
den.

Vorrichtung gemaf® Anspruch 1, dadurch ge-
kennzeichnet, dal das genannte Magazin paral-
lel zur Richtung der max. Ldngenausdehnung der
genannten Fordereinrichtung (18) ausgerichtet
ist und aus einem Langsabschnitt (6a) sowie ei-
nem nach unten geneigten, nach dem ersten an-
geordneten Abschnitt (6b) besteht, wobei letzte-
rer einen Stapel (P) von flachgedriickten, réhren-
férmigen Zuschnitten (1) enthalt.

Vorrichtung gemaf® Anspruch 3, dadurch ge-
kennzeichnet, daR die genannten ersten Saug-
mittel wenigstens einen Arm (26a, 26b) umfas-
sen, der senkrecht zur entsprechenden Welle
(25a, 25b) ausgerichtet ist und dessen freiem En-
de wenigstens eine Saugvorrichtung (15, 15a)
zugeordnet ist.

Vorrichtung gemaf® Anspruch 2, dadurch ge-
kennzeichnet, dal die genannten zweiten ange-
triebenen Mittel wie folgt umfassen: ein auf dem
inneren Ende der genannten Welle (25a, 25b)
aufgekeiltes Kegelrad (28a, 28b), das in ein zwei-
tes, auf dem Ende der Welle (30) aufgekeiltes Ke-
gelrad (29) eingreift, das innerhalb des genann-
ten Revolverkopfes (21) schwenkbar gelagert ist
und dessen zweites, auflerhalb des Revolver-
kopfes liegendes Ende, den Antriebsmitteln (31)
zugeordnet ist.

Revendications

Procédé de retrait de cartons a plat pour tubes,
placés dans un magasin, et d’ouverture de ces
cartons a plat pendant leur transfert sur une chai-
ne d’emballage; celle-ci comprend un transpor-
teur (18) caractérisé par au moins deux barres
(80,81) de dimensions égales, qui tournent res-
pectivement I'une et I'autre sur elles-mémes de
fagon horizontale a I'intérieur d’'une bague fer-
mée; la premiére barre (80) est paralléle a la se-
conde barre (81), elles ont une vitesse égale, et
sont délimitées par des branches (17b, 17a), es-
pacées de maniére réguliére qui respectivement
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poussent et prennent; formant un cercle, elles
sont orientées vers |'extérieur de fagon a consti-
tuer une série de plans verticaux (45); chaque
plan vertical relié a une station d’alimentation (R)
déterminée par la partie initiale de la branche in-
térieure (19a) du transporteur (18), a pour fonc-
tion de recevoir un carton a plat pré-imprimé (1),
orienté verticalement et partiellement ouvert,
puis de bloquer correctement ce méme carton;
ledit procédé, caractérisé en ce qu’il comprend:
des premiers moyens (7) destinés a prendre le
dernier carton & plat de la pile (P) de cartons (1)
dans le magasin (6), et a le transporter jusqu’a
une station intermédiaire (I) ou ledit carton sera
placé en position horizontale; des seconds
moyens (16) actionnés par le mouvement des
premiers moyens (7) et des barres (80,81) sont
destinés a prendre le carton a plat situé dans la-
dite station intermédiaire (l) et ils permettent de
déplacer le carton a plat un déplacement en
I'orientant d’'une position horizontale vers une po-
sition verticale ainsi que de le faire tourner autour
de son axe de fagon a ce que, en premier lieu, le
méme carton partiellement ouvert, soit pris par
les moyens de pliage fixes (60) puis, pour un
mouvement (H) contraire au sens de déplace-
ment (T) de ladite branche intérieure (19a) du
transporteur (18), le carton se retrouvera entre
les barres qui prennent (17a) et les barres qui
poussent (17b) sur un plan vertical (45), 'ouver-
ture totale du carton étant effectuée par les der-
niéres dents.

Procédé selon la revendication 1, caractérisé en
ce que lesdits seconds moyens (16) compren-
nent:

une tourelle tournante en forme de tube (21),
supportée par une structure fixe (20,50) et incli-
née horizontalement et verticalement par rapport
aux deux éléments de cette structure et pourvue
a I'une de ses extrémités d’au moins un tube de
projection (24a, 24b), incliné par rapport a I'axe
de la tourelle de maniére a avoir deux positions
limites respectivement horizontale et verticale,
conséquence d'une rotation d’'un demi-tour de la-
dite tourelle;

un conduit (25a, 25b) situé a I'intérieur du tube de
projection (24a, 24b) qui supporte son axe de ro-
tation et par lequel il expulse;

un piston (15,15a) restreint une partie du conduit,
partie a I'extérieur du tube de projection et est
orienté de fagon a pouvoir prendre la partie supé-
rieure du carton a plat déja situé dans la station
intermédiaire (l); les premiers moyens font tour-
ner la tourelle et les seconds moyens font tourner
le conduit (25a, 25b) a une vitesse d’angle double
par rapport a celle de la tourelle et dans le sens
(N) contraire au sens de rotation du tube de pro-
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jection (24a, 24b).

Procédé selon la revendication 2, caractérisé en
ce que la tourelle (21) a une inclinaison de 45 de-
grés par rapport aux plans horizontal et vertical,
alors que le tube de projection (24a, 24b) a une
inclinaison de 45 degrés par rapport a l'axe de la
tourelle; les pistons sont positionnés perpendicu-
lairement au conduit qui les supporte (25a, 25b).

Procédé selon la revendication 1, caractérisé en
ce que les premiers moyens (7) comprennent:
un manche (8) dont I'extrémité est reliée a une
structure fixe (50);

un conduit (10) télescopique est rattaché au man-
che; les seconds moyens de piston (11) restrei-
gnent I'ouverture de I'extrémité du conduit;

un levier (13) a une extrémité reliée au conduit,
I'autre étant reliée a la structure fixe; les moyens
(70) destinés a donner un mouvement oscillatoi-
re, sont en relation avec la mise en marche des
seconds moyens (16); ledit manche (13) détermi-
ne deux positions limites (21,22) aux seconds
moyens (11) de fagon a pouvoir d’abord prendre
le carton situé au bas (1a) de la pile (P) de car-
tons a plat placée dans le magasin (8) et ensuite
a déposer ce méme carton dans la station inter-
médiaire (1).

Procédé selon la revendication 1, caractérisé en
ce que ledit magasin est orienté parallélement
dans le sens de I'extension maximale du trans-
porteur (18), et comprend une partie longitudina-
le (6a) ainsi qu'une partie (6b) inclinée vers le
bas, qui suit la précédente; cette derniére
contient une pile (P) de cartons & plat (1) pour tu-
bes.

Procédé selon la revendication 3, caractérisé en
ce que les premiers moyens de piston compren-
nent au moins un levier (26a, 26B) perpendiculai-
re au conduit correspondant (25a, 25b) dont I'ex-
trémité est reliée a au moins un piston.

Procédé selon la revendication 2, caractérisé en
ce que les seconds moyens de mise en marche
comprennent: un engrenage conique (28a, 28b)
servant de clé a 'extrémité intérieure du conduit
(25a, 25b) qui s’engrange en méme temps que
I'engrenage conique (29) servant de clé a I'extré-
mité du conduit (30) situé a I'intérieur de la tourel-
le (21) et relié a celle-ci par son axe de rotation,
I'autre extrémité, a I’extérieur de la tourelle, est
reliée aux moyens de mise en marche (31).
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