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Description

[0001] The present invention relates to a method of
packaging products.
[0002] The invention finds application to advantage in
the art field of machines for overwrapping products, and
in particular packets of cigarettes ordered into groups of
parallelepiped appearance, to which direct reference is
made throughout the following specification albeit with
no limitation in scope implied.
[0003] The prior art embraces machines known as
cartoners, employed for overwrapping packets of ciga-
rettes in multiples, by which a continuous strip of paper
material is decoiled from a roll and fed through a gum-
ming station toward a cutting station; the strip is glued
transversely and then severed transversely into sheets,
whereupon the sheets are folded around corresponding
groups of packets to fashion relative overwrappings of
a soft consistency, substantially parallelepiped in ap-
pearance.
[0004] Also at the cutting station, further transverse
cuts are made in each sheet in such a way as to fashion
two flaps serving ultimately to secure the two end folds
of the relative overwrapping.
[0005] The operation of gumming the continuous strip
in the transverse direction is performed generally by jet
type devices capable of movement relative to the strip,
and in such a way that the transverse edges of the cut
sheet can be joined subsequently to form a wrapper of
tubular shape. The tubular wrapper presents a predom-
inating longitudinal axis and two open end portions pro-
jecting on either side of the group of packets, each of
which comprises a respective flap occupying the same
plane as one larger face of the tubular wrapper.
[0006] In one conventional type of overwrapping ma-
chine, the tubular wrapper is caused to advance along
a rectilinear and horizontal stretch of a wrapping path
with its own longitudinal axis transversely disposed and
with the flaps uppermost, and directed thus through a
station at which the aforementioned open end portions
are folded.
[0007] The two end portions of the tubular wrapper
are closed by means of a first folding operation in which
the projecting parts, except for the flaps, are flattened
against the group of packets, a gumming operation in
which the underside of each flap is dabbed with an ad-
hesive substance by fixed gumming devices, and a fur-
ther folding operation in which the flaps are bent through
a right angle and into contact with the group of packets
to complete the end folds.
[0008] The flaps are secured generally by elevating
the group of packets through a station positioned on a
rectilinear and vertical stretch of the wrapping path, at
which each flap is flattened against the group of packets
by a fixed folder. More exactly, each flap is bent to a right
angle by the relative fixed folder over a corresponding
corner edge of the group of packets, the edge by which
the end folds are separated from the aforementioned

larger face of the wrapper, hence along the side by
which the flap is attached to the remainder of the sheet.
In a packaging method of this type, where each flap
passes through the gumming station advancing in a
substantially horizontal plane and with the face to be
gummed directed downwards, there is no facility for a
directional adjustment of the gumming devices that
would ensure the application of the adhesive in the best
possible manner.
[0009] Indeed as experience teaches, it is preferable
not only that such gumming devices should be oriented
in a given manner relative to the gummed face, but also
that they should be positioned in space so as to direct
the jet of adhesive through a downward trajectory of
which the inclination to a horizontal reference plane falls
within a given angle.
[0010] This requirement would be satisfied by includ-
ing a bending step prior to the gumming operation, in
which the flaps will be caused to rotate upwards sub-
stantially through 90° about the relative fold edge and
thus to pass through the gumming station occupying a
substantially vertical plane. The 90° rotation of the flaps
could be brought about quite easily, using helical ele-
ments of conventional type arranged along the wrapping
path.
[0011] A solution of this type presents certain draw-
backs. A first drawback derives from the fact that the
90° rotation of the flap around the fold edge can cause
the sheet of overwrapping material to tear on the larger
face, and more exactly in the vicinity of the fold edge,
especially at high operating speeds. A second drawback
derives from the fact that fixed folder elements are used
when flattening the flaps to finish the end folds; this
means that an initial counter rotation is needed to dis-
pose the flaps in an oblique or substantially horizontal
plane ready for the relative bending step. The counter
rotation of the flaps likewise could be brought about
quite easily employing helical elements of conventional
embodiment arranged along the wrapping path, albeit
the inclusion of further elements would increase the
length of the wrapping path and render the overwrap-
ping machine as a whole somewhat bulky. The object
of the invention is to provide a method of packaging
products that will allow of overcoming the drawbacks de-
scribed above in connection with overwrapping ma-
chines of the prior art type.
[0012] The stated object is realized in a method ac-
cording to the present invention for packaging products
of parallelepiped appearance in wrappers with two end
folds, comprising an initial wrapping step in which a
sheet of overwrapping material is folded around a rela-
tive product to fashion a partially enveloping semi-com-
pleted wrapper with end folds each of which includes a
flap projecting beyond a corresponding corner edge of
the product and presenting one edge joined to the wrap-
per, coinciding with the corner edge and delimiting the
end fold, and a free edge opposite the joined edge; also
a final wrapping step in which the end folds of the semi-
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completed wrapper are closed, characterized in that the
final wrapping step comprises the single subsidiary
steps of advancing the partially enveloped product
along a first rectilinear stretch of a predetermined wrap-
ping path in a direction parallel to the corner edges and
through a conditioning station at which each flap is bent
to a curve compassing a relative first predetermined por-
tion located between the joined edge and the free edge,
gumming each flap on a relative second predetermined
portion located between the first portion and the free
edge, and bending each flap through a right angle over
the relative product along the joined edge.
[0013] The present invention also relates to a pack-
aging unit for implementation of the above method.
[0014] According to the present invention, products of
parallelepiped appearance are packaged in wrappers
with two end folds by a unit that comprises a first wrap-
ping section in which a sheet of overwrapping material
is folded around a relative product to fashion a partially
enveloping semi-completed wrapper with end folds
each of which includes a flap projecting beyond a cor-
responding corner edge of the product and presenting
one edge joined to the wrapper, coinciding with the cor-
ner edge and delimiting the end fold, and a free edge
opposite the joined edge; also a second wrapping sec-
tion in which the end folds of the semi-completed wrap-
per are closed, and is characterized in that the second
wrapping section incorporates fixed conditioning means
positioned along a first rectilinear stretch of a predeter-
mined wrapping path and located at a conditioning sta-
tion, by which each flap is engaged and bent to a curve
compassing a respective first predetermined portion lo-
cated between the joined edge and the free edge;
means by which each flap is gummed on a relative sec-
ond portion located between the first portion and the free
edge; and folding means, positioned along the wrapping
path, by which each flap is bent through a right angle
over the relative product along the joined edge.
[0015] The invention will now be described in detail,
by way of example, with the aid of the accompanying
drawings, in which:

- fig 1 illustrates an embodiment of the packaging unit
according to the present invention, viewed sche-
matically and in perspective;

- fig 2 illustrates a detail of the packaging unit in fig
1, viewed in frontal elevation;

- fig 3 is a section through the detail of fig 2;
- fig 4 is a further section through the detail of fig 2;
- fig 5 is the same view as fig 4 illustrating a different

moment in operation of the unit.

[0016] In fig 1 of the drawings, 1 denotes a unit, in its
entirety, forming part of a cartoner: that is to say a ma-
chine 2 by which packets of cigarettes are packaged in
cartons 3.
[0017] Each carton 3 comprises a plurality of packets
4 of cigarettes assembled side by side and stacked to

form a group 5 of rectangular parallelepiped shape, and
a sheet 6 of paper wrapping material folded around and
enveloping the group 5 to fashion an overwrapping 7 of
soft consistency.
[0018] Each group 5 presents a predominating longi-
tudinal axis 8 and is compassed by a front face 9, a rear
face 10 and two flank faces 11 extending parallel with
the axis 8, also two end faces 12 intersecting the axis
8, each of which combines with the front face 9 to form
a respective front corner edge 13 of the group 5.
[0019] The packaging unit 1 comprises a first wrap-
ping section 14 of conventional embodiment, illustrated
schematically as a block, in which each group 5 is as-
sociated with a relative sheet 6 and the sheet folded and
wrapped initially around the group 5 in such a way as to
form a semi-completed wrapper 7a that presents two
panels 15 and 16 covering the front face 9 and the rear
face 10 respectively, two panels 17 covering the two
flank faces 11, and two flaps 18 projecting beyond the
two end faces 12 and occupying the same plane as the
front panel 15.
[0020] More exactly, each flap 18 is joined to the front
panel 15 along one edge 19 coinciding with the relative
front corner edge 13 and terminates in a free edge 20
remote from and parallel to the joined edge 19, its di-
mensions substantially identical to those of the relative
end face 12. The remaining panels 16 and 17 extend
into folds that are bent and flattened against each end
face 12, over which the flaps 18 are then also flattened
ultimately to close the semi-completed wrapper 7a and
establish respective end folds 21 of the overwrapping 7.
[0021] The end folds 21 of the semi-completed wrap-
pers 7a are secured by a second wrapping section 22
of the packaging unit 1 connected to the outfeed of the
first section 14, from which the wrappers 7a emerge sin-
gly and in succession in conventional manner, not illus-
trated.
[0022] The second section 22 comprises a frame de-
noted 23, and associated with the frame, a conveying
table 24 with a substantially horizontal top face 25 along
which the successive wrappers 7a slide with one re-
spective panel 16 offered in direct contact to the self-
same top face 25.
[0023] The second section 22 further comprises a slat
type belt conveyor 26 looped around respective pulleys
(not shown), of which an active top branch 26b is dis-
posed in the same plane as the table 24 and runs inter-
nally of a gap 24a afforded by the latter. The belt of the
conveyor 26 is furnished peripherally with a plurality of
slats 26a distributed uniformly along its developable
length, by which the single wrappers 7a are engaged
and caused to translate in a direction D parallel to the
front corner edges 13 of the group along a rectilinear
and horizontal stretch T1 of a predetermined wrapping
path P.
[0024] The second section 22 is equipped with a sta-
tion S located along the horizontal stretch T1, compris-
ing two devices 27 by which the respective flaps 18 are
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conditioned.
[0025] Each device 27 comprises two fixed condition-
ing elements 28 and 29 associated one with another in
such a way as to create a conditioning channel 30 that
extends along the conveying direction D and is shaped
in such a way that each successive flap 18 will be en-
gaged gradually as the relative slat 26a advances and
bent by degrees across a predetermined portion 31 lying
between the two edges 19 and 20. The portion 31 in
question coincides in effect with an intermediate band
disposed between a portion 32 attached to the corre-
sponding front panel 15 of the overwrapping 7 and an
outer portion 33 delimited by the free edge 20.
[0026] As illustrated to advantage in figs 2 to 5, each
first element 28 is supported by the table 24 and com-
prises two substantially vertical side walls 34 and 35 ex-
tending upward from the top face 25 in a plane parallel
with the conveying direction D, also an upward facing
contoured wall 36 that coincides with a bottom surface
of the relative channel 30.
[0027] The second elements 29 are carried by the
frame 23 and located above the relative first elements
28, each comprising two side walls 37 and 38 parallel
to the walls 34 and 35 of the first element 28 and a down-
ward facing contoured wall 39 that coincides with a top
surface of the relative channel 30. In particular, the in-
ward facing side walls 37 are vertically aligned with the
respective walls 34 of the first elements 28, which are
mutually opposed and spaced apart at a distance mar-
ginally greater than the longitudinal dimension of the
wrapper 7a, as measured along the relative axis 8, and
extend along the horizontal stretch T1 of the path at a
constant height, relative to the table 24, which is sub-
stantially identical to the distance separating the front
and rear panels 15 and 16 of the single wrapper 7a.
[0028] Each channel 30 is contoured in such a man-
ner that the attached portion 32 of the relative flap 18
will be engaged and retained in the same plane as the
front panel 15 of the wrapper while advancing along the
entire length of the channel 30 in the conveying direction
D.
[0029] Merged in sequence along the conveying di-
rection D, each of the single channels 30 exhibits a lin-
ear entry portion 40 with which the attached portion 32
of the advancing flap 18 enters progressively into con-
tact; a portion 41 of substantially helical geometry posi-
tioned with respect to the conveying direction D in such
a way as to bend the flap 18 by degrees across the in-
termediate portion 31, thereby inducing a substantially
elastic deformation; and a further linear portion 42
shaped in such a manner as to maintain the relative flap
18 in a curved configuration with the outer portion 33
projecting above the first element 28 and substantially
in contact with the side wall denoted 38 (fig 3).
[0030] The second section 22 is also equipped with
jet type gumming devices 43 located one alongside the
third portion 42 of each channel 30, externally and facing
the upper side wall 38, which are aligned in such a man-

ner as to project an adhesive substance intermittently
and downwards, through a trajectory forming a prede-
termined angle with a horizontal plane, onto the outer
portion 33 of each flap 18.
[0031] As discernible from fig 1, each gumming de-
vice 43 is carried by the frame 23 on a relative post 44
angled in the direction opposite to the conveying direc-
tion D, to which the device 43 is mounted slidably by
way of a sleeve 45. A clamp screw 46 associated with
the sleeve 45 and interacting with the post 44 allows the
gumming device 43 to be secured both in the lowered
operating position of figs 1 to 5 and in a raised cleaning
position (not illustrated).
[0032] Also forming part of the second wrapping sec-
tion 22 is an elevator 47 located beyond the conditioning
devices 27 in the conveying direction D, of which the
function is to pass through the gap 24a in the table 24
and invest each successive wrapper 7a with linear
translational movement along a rectilinear and vertical
stretch T2 of the wrapping path P that follows the hori-
zontal stretch T1.
[0033] The second section 22 incorporates a pair of
fixed folders 48 located along the vertical stretch T2,
each consisting in an extension of one relative second
element 29, by which the successive flaps 18 are en-
gaged and flattened against the group 5 of packets.
[0034] More exactly, and as discernible in figs 4 and
5, each folder 48 presents a forcing edge 49 afforded
by the extension of the corner edge formed by the ad-
joining walls 37 and 39 of the relative second element
29.
[0035] Each folder 48 is positioned above an exten-
sion of the corresponding first element 28, which com-
bines with the folder 48 to establish an extension 51 of
the relative channel 30.
[0036] Each extension 51 is shaped in such a way as
to smooth the successive flaps 18 during the combined
action of the elevator 47 and the folder 48, and presents
a bottom wall 52 affording a plurality of grooves 53 ex-
tending in a direction transverse to the conveying direc-
tion D which are spaced apart along the selfsame direc-
tion D so as to coincide with gummed portions 54 of the
relative flap 18.
[0037] In operation, semi-completed wrappers 7a
emerging in succession from the first wrapping section
14 are taken up by the slats 26a of the conveyor 26 and
translated along the table 24 in the conveying direction
D, sliding on the top face 25.
[0038] The wrappers 7a are caused to advance along
the horizontal stretch T1 of the wrapping path toward
the conditioning station S, with the result that the flaps
18 are engaged gradually by the relative channels 30.
[0039] A wrapper 7a approaches the entry portions 40
of the channels 30 with the flaps 18 occupying the same
plane as the front panel 15. As the flaps 18 are taken
up by the respective entry portions 40, the attached por-
tions 32 are engaged progressively and then maintained
in the same plane as the front panel 15, passing thus
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along the entire length of the channel 30 in the convey-
ing direction D.
[0040] Thereafter, the intermediate portions 31 are
taken up by the helical portions 41 and bent by degrees,
elastically, between the two walls 36 and 39 of the re-
spective channels 30. Passing thus to the third linear
portions 42, the flaps 18 will have assumed a configu-
ration with the intermediate portions 31 deformed elas-
tically to a curved profile and the outer portions 33
breasted with the corresponding vertical walls 38.
[0041] Advancing along the final linear portions 42 of
the channels 30, the flaps 18 are gummed intermittently
by the respective devices 43. More precisely, the inter-
mittent action of the gumming devices 43 will be timed
with the movement of the wrapper 7a along the convey-
ing direction D in such a manner that the adhesive is
applied to discrete portions 54 of the flaps 18 spaced
apart uniformly along the selfsame direction D at a dis-
tance matching the distance that separates the grooves
53.
[0042] Once beyond the final portion 42 of the channel
30, the single flap 18 resumes its former position of
alignment with the front panel 15 and is engaged grad-
ually by the extension 51.
[0043] The wrapper 7a is now taken up by the elevator
47, which ascends through the gap 24a and causes the
wrapper 7a to translate upwards along the vertical
stretch T2 of the wrapping path. At the moment when
the wrapper 7a is diverted by the elevator 47, the
gummed portions 54 of the flaps will coincide with the
grooves 53 in such a way that the smoothing action ap-
plied to the flaps 18 by the extensions 51 of the channels
30 can be accomplished without the extensions being
fouled by the adhesive substance jetted previously from
the gumming devices 43.
[0044] Finally, as the elevator 47 ascends, the flaps
18 of the semi-completed wrapper 7a are engaged by
the edges 49 of the respective folders 48 and flattened
square against the group 5 of packets to complete the
end folds 21 of the finished overwrapping 7.
[0045] In other embodiments of the packaging unit 1
not illustrated in the drawings, the fixed folders 48 could
be replaced by conventional fixed folders of helical pro-
file, positioned along the horizontal stretch T1 of the path
P.

Claims

1. A method for packaging products of parallelepiped
appearance in wrappers (7) with two end folds (21),
comprising an initial wrapping step in which a sheet
(6) of overwrapping material is folded around a rel-
ative product (5) to fashion a partially enveloping
semi-completed wrapper (7a) with end folds (21)
each of which includes a flap (18) projecting beyond
a corresponding corner edge (13) of the product (5)
and presenting one edge (19) joined to the wrapper

(7, 7a), coinciding with the corner edge (13) and de-
limiting the end fold (21), and a free edge (20) op-
posite the joined edge (19); also a final wrapping
step in which the end folds (21) of the semi-com-
pleted wrapper (7a) are closed,
characterized
in that the final wrapping step comprises the single
subsidiary steps of advancing the partially envel-
oped product (5) along a first rectilinear stretch (T1)
of a predetermined wrapping path (P) in a direction
parallel to the corner edges (13) and through a con-
ditioning station (S) at which each flap (18) is bent
to a curve compassing a relative first predetermined
portion (31) located between the joined edge (19)
and the free edge (20), gumming each flap (18) on
a relative second predetermined portion (33) locat-
ed between the first portion (31) and the free edge
(20), and bending each flap (18) through a right an-
gle over the relative product (5) along the joined
edge (19).

2. A method as in claim 1, wherein each flap (18) is
bent gradually and in such a way as to induce a sub-
stantially elastic deformation in the wrapping mate-
rial, and the subsidiary gumming step is effected at
the conditioning station (S).

3. A method as in claim 1 or 2, wherein each flap (18)
advances through the conditioning station (S), at
least during the subsidiary gumming step, with the
second predetermined portion (33) disposed paral-
lel to a substantially vertical plane.

4. A method as in claim 1, wherein the subsidiary step
of bending each flap (18) through a right angle over
the relative product (5) is accomplished through the
agency of respective fixed folding means (48) posi-
tioned along a second rectilinear stretch (T2) of the
wrapping path (P) substantially orthogonal to the
first stretch (T1), and in such a way as to intercept
the advancing flaps (18).

5. A unit for packaging products of parallelepiped ap-
pearance in wrappers (7) with two end folds (21),
comprising a first wrapping section (14) in which a
sheet (6) of overwrapping material is folded around
a relative product (5) to fashion a partially envelop-
ing semi-completed wrapper (7a) with end folds
(21) each of which includes a flap (18) projecting
beyond a corresponding corner edge (13) of the
product (5) and presenting one edge (19) joined to
the wrapper (7, 7a), coinciding with the corner edge
(13) and delimiting the end fold (21), and a free edge
(20) opposite the joined edge (19); and a second
wrapping section (22) in which the end folds (21) of
the semi-completed wrapper (7a) are closed,
characterized
in that the second wrapping section (22) incorpo-
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rates fixed conditioning means (27) positioned
along a first rectilinear stretch (T1) of a predeter-
mined wrapping path (P) and located at a condition-
ing station (S), by which each flap (18) is engaged
and bent to a curve compassing a relative first pre-
determined portion (31) located between the joined
edge (19) and the free edge (20); means (43) by
which each flap (18) is gummed on a relative sec-
ond portion (33) located between the first portion
(31) and the free edge (20); and folding means (48),
positioned along the wrapping path (P), by which
each flap (18) is bent through a right angle over the
relative product (5) along the joined edge (19).

6. A unit as claim 5, wherein conditioning means (27)
positioned to engage each flap (18) comprise two
conditioning elements (28, 29) breasted one with
another and combining to create a conditioning
channel (30) by which the flap (18) is engaged and
bent gradually in such a manner as to induce a sub-
stantially elastic deformation in the wrapping mate-
rial, and the gumming means (43) are positioned at
the conditioning station (S).

7. A unit as claim 6, wherein the conditioning channel
(30) presents a developable surface of substantially
helical geometry at least in part.

8. A unit as in claims 5 to 7, wherein conditioning
means (27) positioned to engage each flap (18) are
shaped in such a way as retain the flap (18) with the
relative second predetermined portion (33) dis-
posed parallel to a substantially vertical plane at
least when in alignment with the gumming means
(43).

9. A unit as in claim 5, wherein folding means (48) con-
sist in fixed folder elements positioned along a sec-
ond rectilinear stretch (T2) of the wrapping path (P)
substantially orthogonal to the first stretch (T1), and
in such a way as to intercept the advancing flaps
(18).

Patentansprüche

1. Verfahren zum Verpacken von Gegenständen mit
parallelflacher Form in Umhüllungen (7) mit zwei
Stimfaltungen (21), das einen anfänglichen Ein-
schlagschritt beinhaltet, in dem ein Blatt (6) aus Ein-
schlagmaterial um einen entsprechenden Gegen-
stand (5) gefaltet wird, um eine teilweise einhüllen-
de halbfertige Umhüllung (7a) mit Stimfaltungen
(21) zu bilden, von denen jede eine Lasche (18) ent-
hält, die über eine entsprechende Eckkante (13)
des Gegenstands (5) hervorsteht und sowohl eine
Kante (19) aufweist, die mit der Umhüllung (7, 7a)
verbunden ist, mit der Eckkante (13) übereinstimmt

und die Stirnfaltung (21) begrenzt, als auch eine
freie Kante (20), die der verbundenen Kante (19)
gegenüber liegt; und das ferner einen abschließen-
den Einschlagschritt beinhaltet, in dem die Stimfal-
tungen (21) der halbfertigen Umhüllung (7a) ver-
schlossen werden,
dadurch gekennzeichnet, dass der abschließen-
de Einschlagschritt die folgenden einzelnen Unter-
schritte beinhaltet: Vorschub des teilweise einge-
hüllten Gegenstandes (5) entlang einer ersten ge-
radlinigen Strecke (T1) eines vorbestimmten Ein-
wickelpfades (P) in paralleler Richtung zu den Eck-
kanten (13) und durch eine Konditionierstation (S),
an der jede Lasche (18) zu einer Kurve gebogen
wird, die einen entsprechenden ersten vorbestimm-
ten Abschnitt (31) zwischen der verbundenen Kan-
te (19) und der freien Kante (20) umfasst; Gummie-
ren jeder Lasche (18) auf einem entsprechenden
zweiten vorbestimmten Abschnitt (33), der zwi-
schen dem ersten Abschnitt (31) und der freien
Kante (20) liegt; und Biegen jeder Lasche (18) in
einem rechten Winkel über den jeweiligen Gegen-
stand (5) entlang der verbundenen Kante (19).

2. Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass jede Lasche (18) allmählich so ge-
bogen wird, dass eine im Wesentlichen elastische
Verformung im Einschlagmaterial bewirkt wird, und
dass der Unterschritt der Gummierung in der Kon-
ditionierstation (S) erfolgt.

3. Verfahren nach Anspruch 1 oder 2, dadurch ge-
kennzeichnet, dass jede Lasche (18) während ih-
res Vorschubs durch die Konditionierstation (S), zu-
mindest während des Unterschrittes der Gummie-
rung, mit dem zweiten vorbestimmten Abschnitt
(33) parallel zu einer im Wesentlichen vertikalen
Ebene angeordnet ist.

4. Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass der Unterschritt, bei dem jede La-
sche (18) in einem rechten Winkel über den jewei-
ligen Gegenstand (5) gebogen wird, durch die Wir-
kung entsprechender feststehender Falteinrichtun-
gen (48) erfolgt, die entlang einer im Wesentlichen
orthogonal zu der ersten Strecke (T1) verlaufenden
zweiten geradlinigen Strecke (T2) des Einwickel-
pfades (P) positioniert und so ausgeführt sind, dass
sie in die vorwärts beförderten Laschen (18) ein-
greifen.

5. Einheit zum Verpacken von Gegenständen mit par-
allelflacher Form in Umhüllungen (7) mit zwei Stirn-
faltungen (21), die einen ersten Einschlagabschnitt
(14) beinhaltet, in dem ein Blatt (6) aus Einschlag-
material um einen entsprechenden Gegenstand (5)
gefaltet wird, um eine teilweise einhüllende halbfer-
tige Umhüllung (7a) mit Stimfaltungen (21) zu bil-
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den, von denen jede eine Lasche (18) enthält, die
über eine entsprechende Eckkante (13) des Ge-
genstands (5) hervorsteht und sowohl eine Kante
(19) aufweist, die mit der Umhüllung (7, 7a) verbun-
den ist, mit der Eckkante (13) übereinstimmt und
die Stimfaltung (21) begrenzt, als auch eine freie
Kante (20), die der verbundenen Kante (19) gegen-
über liegt; und die ferner einen zweiten Einschlag-
abschnitt (22) beinhaltet, in dem die Stimfaltungen
(21) der halbfertigen Umhüllung (7a) verschlossen
werden,
dadurch gekennzeichnet, dass der zweite Ein-
schlagabschnitt (22) folgendes umfasst: festste-
hende Konditioniereinrichtungen (27), die entlang
einer ersten geradlinigen Strecke (T1) eines vorbe-
stimmten Einwickelpfades (P) positioniert und in ei-
ner Konditionierstation (S) angeordnet sind, von de-
nen jede Lasche (18) erfasst und zu einer Kurve ge-
bogen wird, die einen entsprechenden ersten vor-
bestimmten Abschnitt (31) zwischen der verbunde-
nen Kante (19) und der freien Kante (20) umfasst;
Einrichtungen (43) zum Gummieren jeder Lasche
(18) auf einem entsprechenden zweiten Abschnitt
(33), der zwischen dem ersten Abschnitt (31) und
der freien Kante (20) liegt; und Falteinrichtungen
(48), die entlang des Einwickelpfades (P) positio-
niert sind und dazu dienen, jede Lasche (18) in ei-
nem rechten Winkel über den jeweiligen Gegen-
stand (5) entlang der verbundenen Kante (19) zu
biegen.

6. Einheit nach Anspruch 5, dadurch gekennzeich-
net, dass die zum Eingreifen jeder Lasche (18) an-
geordneten Konditioniereinrichtungen (27) zwei
Konditionierelemente (28, 29) beinhalten, die ein-
ander gegenüber liegen und zusammen einen Kon-
ditionierkanal (30) bilden, durch den die Lasche
(18) erfasst und allmählich so gebogen wird, dass
eine im Wesentlichen elastische Verformung im
Einschlagmaterial bewirkt wird, und dass die Gum-
miereinrichtungen (43) in der Konditionierstation
(S) angeordnet sind.

7. Einheit nach Anspruch 6, dadurch gekennzeich-
net, dass der Konditionierkanal (30) zumindest teil-
weise einen im Wesentlichen spiralförmigen Ober-
flächenverlauf aufweist.

8. Einheit nach den Ansprüchen 5 bis 7, dadurch ge-
kennzeichnet, dass die zum Eingreifen jeder La-
sche (18) angeordneten Konditioniereinrichtungen
(27) so geformt sind, dass sie die Lasche (18) mit
dem entsprechenden zweiten vorbestimmten Ab-
schnitt (33) parallel zu einer im Wesentlichen verti-
kalen Ebene angeordnet halten, zumindest wäh-
rend sie sich auf Höhe der Gummiereinrichtungen
(43) befinden.

9. Einheit nach Anspruch 5, dadurch gekennzeich-
net, dass die Falteinrichtungen (48) aus festste-
henden Faltelementen bestehen, die entlang einer
im Wesentlichen orthogonal zu der ersten Strecke
(T1) verlaufenden zweiten geradlinigen Strecke
(T2) des Einwickelpfades (P) positioniert und so
ausgeführt sind, dass sie in die vorwärts beförder-
ten Laschen (18) eingreifen.

Revendications

1. Un procédé pour emballer des produits de forme
parallélépipédique dans des enveloppes (7) ayant
deux plis d'extrémité (21), tel procédé comprenant
une phase initiale d'emballage durant laquelle une
feuille (6) de matériau de suremballage est pliée
autour d'un produit (5) correspondant pour réaliser
une enveloppe semi-finie (7a) partiellement enve-
loppante et présentant des plis d'extrémité (21) qui
comprennent chacun un rabat (18) dépassant au-
delà d'une arête (13) correspondante du produit (5)
et présentant un bord (19) raccordé à l'enveloppe
(7, 7a), coïncidant avec l'arête (13) et délimitant le
pli d'extrémité (21), et un bord libre (20) opposé au
bord raccordé (19) ; ainsi qu'une phase finale d'em-
ballage durant laquelle les plis d'extrémité (21) de
l'enveloppe semi-finie (7a) sont fermés, ledit procé-
dé étant caractérisé en ce que la phase finale
d'emballage comprend les phases auxiliaires con-
sistant à faire avancer le produit (5) partiellement
enveloppé le long d'un premier tronçon rectiligne
(T1) d'un parcours d'emballage (P) prédéterminé,
dans une direction parallèle aux arêtes (13) et à tra-
vers une station de conditionnement (S) où chaque
rabat (18) est incurvé au niveau d'une première por-
tion prédéterminée relative (31) située entre le bord
raccordé (19) et le bord libre (20), à gommer chaque
rabat (18) sur une seconde portion prédéterminée
relative (33) située entre la première portion (31) et
le bord libre (20), et à replier à angle droit chaque
rabat (18) sur le produit (5) correspondant le long
du bord raccordé (19).

2. Le procédé selon la revendication 1, caractérisé
en ce que chaque rabat (18) est incurvé progressi-
vement de manière à imprimer une déformation es-
sentiellement élastique dans le matériau d'embal-
lage, et la phase auxiliaire de gommage est effec-
tuée au niveau de la station de conditionnement (S).

3. Le procédé selon la revendication 1 ou 2, caracté-
risé en ce que chaque rabat (18) avance à travers
la station de conditionnement (S), au moins durant
la phase auxiliaire de gommage, avec la seconde
portion prédéterminée (33) disposée parallèlement
à un plan essentiellement vertical.
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4. Le procédé selon la revendication 1, caractérisé
en ce que la phase auxiliaire consistant à replier à
angle droit chaque rabat (18) sur le produit (5) cor-
respondant est exécutée par l'intermédiaire de
moyens de pliage fixes (48) respectifs, positionnés
le long d'un second tronçon rectiligne (T2) du par-
cours d'emballage (P) essentiellement orthogonal
au premier tronçon (T1) et de façon à intercepter
les rabats (18) qui avancent.

5. Un dispositif pour emballer des produits de forme
parallélépipédique dans des enveloppes (7) ayant
deux plis d'extrémité (21), tel dispositif comprenant
une première section d'emballage (14) dans laquel-
le une feuille (6) de matériau de suremballage est
pliée autour d'un produit (5) correspondant pour
réaliser une enveloppe semi-finie (7a) partiellement
enveloppante et présentant des rabats d'extrémité
(21) qui comprennent chacun un rabat (18) dépas-
sant au-delà d'une arête (13) correspondante du
produit (5) et présentant un bord (19) raccordé à
l'enveloppe (7, 7a), coïncidant avec l'arête (13) et
délimitant le pli d'extrémité (21), et un bord libre (20)
opposé au bord raccordé (19) ; ainsi qu'une secon-
de section d'emballage (22) dans laquelle les rabats
d'extrémité (21) de l'enveloppe semi-finie (7a) sont
fermés, ledit dispositif étant caractérisé en ce que
la seconde section d'emballage (22) incorpore des
moyens de conditionnement fixes (27), positionnés
le long d'un premier tronçon rectiligne (T1) d'un par-
cours d'emballage (P) prédéterminé et situés au ni-
veau d'une station de conditionnement (S), par l'in-
termédiaire desquels chaque rabat (18) est inter-
cepté et incurvé au niveau d'une première portion
prédéterminée relative (31) située entre le bord rac-
cordé (19) et le bord libre (20) ; des moyens (43)
par l'intermédiaire desquels chaque rabat (18) est
gommé sur une seconde portion relative (33) située
entre la première portion (31) et le bord libre (20) ;
et des moyens de pliage (48), positionnés le long
du parcours d'emballage (P), par l'intermédiaire
desquels chaque rabat (18) est replié à angle droit
sur le produit (5) correspondant le long du bord rac-
cordé (19).

6. Le dispositif selon la revendication 5, caractérisé
en ce que les moyens de conditionnement (27) po-
sitionnés de façon à intercepter chaque rabat (18)
comprennent deux éléments de conditionnement
(28, 29) disposés l'un en face de l'autre et se com-
binant pour définir un canal de conditionnement
(30) destiné à intercepter le rabat (18) et à l'incurver
progressivement de manière à imprimer une défor-
mation essentiellement élastique dans le matériau
d'emballage, et les moyens de gommage (43) sont
positionnés au niveau de la station de conditionne-
ment (S).

7. Le dispositif selon la revendication 6, caractérisé
en ce que le canal de conditionnement (30) présen-
te, au moins en partie, une surface développable
ayant une forme essentiellement hélicoïdale.

8. Le dispositif selon les revendications de 5 à 7, ca-
ractérisé en ce que les moyens de conditionne-
ment (27) positionnés de façon à intercepter cha-
que rabat (18) sont conformés de manière à retenir
le rabat (18), au moins quand ceux-ci sont alignés
avec les moyens de gommage (43), avec la secon-
de portion prédéterminée relative (33) disposée pa-
rallèlement à un plan essentiellement vertical.

9. Le dispositif selon la revendication 5, caractérisé
en ce que les moyens de pliage (48) consistent en
des éléments plieurs fixes, positionnés le long d'un
second tronçon rectiligne (T2) du parcours d'embal-
lage (P) essentiellement orthogonal au premier
tronçon (T1) et de façon à intercepter les rabats (18)
qui avancent.
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