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Description

[0001] The present invention relates to a device for
rolling endless metal bands as defined in the preamble
of claim 1.

[0002] Suchbands form partof a generally known met-
al push belt, such as that for use in a continuously variable
transmission, and is known, for example, from EP-A 0
950 830. Such a transmission is generally known and is
used, inter alia, in passenger vehicles. In such a push
beltabandis used as part of a pulling element comprising
a number of such bands nested concentrically. The
bands here are formed by rolling up a sheet part to form
a tube and closing said tube by welding, from which tube
a ring is subsequently separated off or cut. Finally, the
ringis thenrolled to a relatively low band thickness, which
is desirable in order to obtain flexibility of the band and
relatively low internal material stress when said band is
subjected to a rotating movement over a bearing with a
relatively small diameter. On account of the crucial im-
portance of this property for the quality of a push belt,
the desired shape of the band is achieved specifically in
a very accurate manner for each individual band of the
pulling element. After the rolling operation, the band gen-
erally undergoes a further number of processing or treat-
ment steps before said band is ready for use in a push
belt.

[0003] The Applicant has been rolling the metal bands
by a method which has not changed since the Applicant’s
invention of the push belt in 1970, and the principle of
which method was recently published in Japanese patent
publication JP-11-290908. With the development of the
insight into the properties of the push belt and the bands
in it, and with the increase in popularity of the continu-
ously variable transmission, the necessity has arisen for
an improvement in the principle of the rolling process and
the rolling device, not least with a view to the quality re-
quirements of aband inaccordance with the present state
of the art, but also in order to achieve an entirely modern
process and corresponding device in which the years of
experience of the Applicant, the requirements of a mod-
ern push belt and the advance in general development
of the art are reflected. Amongst other things, the ad-
vance in the art of the push belt requires that the power
to be transmitted per unit mass of the push belt be in-
creased, so that for this also a technologically very ad-
vanced execution of each part of the production process
of a push belt is desired.

[0004] One of the objects of the invention is therefore
to achieve a high-grade process and device for producing
rolled bands of relatively high quality, or at any rate of
relatively great uniformity.

[0005] This object is achieved according to the inven-
tion with a rolling device in which the central roller as
defined in the preamble of claim 1 also forms the first
bearing roller as is known from FR-A-2 124 381, and in
which the measure according to the characterizing part
of claim 1 is added. By this measure it is made advanta-
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geously possible that a clamping of the band needed
necessary during the rolling can be achieved in a very
controlled and technically simple and robust manner
solely by way of a pulling force to be exerted by the sec-
ond bearing roller. Apart from the fact that such a con-
struction is advantageously relatively simple in design
owing to the use of only two rollers for clamping the band,
in the case of which the movement of only one of the
rollers needs to be controlled by means of the pulling
force exerted upon the band, said construction also gives
the advantage that an electronic control unit that is gen-
erally present in modern production means can advan-
tageously provide feedback in terms of the pulling force
tobe exerted. Itis remarked that document FR-A-894 106
shows a central roller supported on two-counter-pres-
sure rollers, however without providing lead to adapt such
construction in a way that the pressure roller should be
supported by two intermediate rollers and to combine all
the features defining the claimed invention. Unlike a de-
vice in which the movement of two bearing rollers needs
to be controlled, as in the construction that the Applicants
previously used, in the new construction the pulling force
to be exerted upon the band can be fully controlled by
one set of activation means, with the result that said force
acts more quickly and more accurately on the rolling proc-
ess. These advantages are made possible through the
factthatthe firstbearingroller, i.e. the central roller, which
together with the rolling roller acts upon the band in the
thickness direction during the rolling process, is accom-
modated in a very stable manner in the device. In other
words, the pulling force exerted by the band upon the
first bearing roller is supported in the device virtually with-
out any sagging of the band. For this purpose, according
to the invention, two supporting rollers are accommodat-
ed in the device, which rollers make contact with the first
bearing roller from eccentric positions relative to an im-
aginary axis between the shaft of the rolling roller and
the shaft of the central or first bearing roller. An opera-
tional advantage is that the new construction is inherently
stable because of the reduced number of rollers and be-
cause of its new configuration, which permits relatively
high production speeds and consequently gives a re-
duced cycle time per band to be rolled.

[0006] In an alternative or additional embodiment of
the device there is a considerable difference in the diam-
eters of the rollers that are in direct contact with the band
during the rolling operation. This means that the rolling
performance obtained is of very high quality because this
configuration has the effect that, as a result of the differ-
ence in curvature of the surfaces by means of which the
respective inside and outside of a band is in contact with
the rollers, with the typical very low thickness of a band
to be achieved, causes the material to be pressed out in
the optimum manner under the pressure applied in the
device.

[0007] Compared with the known device, in which two
relatively small rollers are in contact with the band, the
presentinvention has the advantage that the large rolling
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roller does not wear so fast. This improves the uniformity
of the rolling result, and the operational process costs
fall, because a roller needs replacement less often. The
set-up according to the presentinvention is therefore par-
ticularly suitable for carrying out a rolling process in which
the band is provided on the inside or on the outside with
a profile, the profile being provided by means of the small-
erroller, i.e. the first bearing roller, which can be replaced
or overhauled in a relatively simple manner and at low
cost.

[0008] In connection with the low thickness of a band,
itis particularly desirable according to the invention, part-
ly on the basis of practical experience, for the diameter
of the rolling roller to be at least 3 - and preferably ap-
proximately equal to 4 - times the size of that of the first
bearing roller. The invention therefore also relates to a
separate rolling device, in which the diameters of the roll-
ers that are in direct contact with the band during the
rolling operation differ considerably from each other.
[0009] The invention in this respect runs counter to the
existing teaching, which states that at given rolling forces
two relatively small rollers, for example of 40 mm diam-
eter, have a greater rolling effect than two relatively large
rollers, or than a combination of a large and a small roller.
In order to compensate for lower efficiency of the rolling
process in the present device, according to the invention
the speed of revolution of the rolling roller is selected at
a relatively high level during the rolling process, in such
a way even that the cycle time for rolling the band is
effectively shortened. In order still to achieve an optimum
rolling result in such a set-up, in particular if a profile is
being simultaneously rolled in the band, it is preferable
according to the invention to divide the rolling process
into a main phase and a slow-down phase. In the slow-
down phase the relatively high speed of revolution of the
rollers used in the main phase is drastically lowered, and
in the slow-down phase relatively low rolling forces are
also preferably used. In the slow-down phase a reduction
in the thickness of the band, which was achieved rapidly
during the main phase, but is to a certain extent inaccu-
rate, is then rounded off accurately and stably to the de-
sired and uniformly distributed band thickness. The slow-
down phase is preferably carried out for a short period
of time than that of the main phase.

[0010] The invention will now be explained in greater
detail with reference to an example, in which:

Figure 1 relates to an overview of the rolling process
according to the invention and provides a diagram-
matic insight into the corresponding rolling device;
Figures 2, 3 and 4 show a part of the rolling process;
Figure 5 is an illustration of phases to be distin-
guished in the speed of revolution applied and rolling
force, which phases are used in the rolling process
according to the invention for shortening the cycle
time in an optimum manner; and

Figure 6 is a side view and a cross section of a band
such asis formed in an excellent manner by the proc-
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ess and the device according to the invention.

[0011] Inthefigures corresponding structural parts are
indicated by the same reference numerals.

[0012] Figure 1 shows arolling device thatis illustrated
diagrammatically in such a way that the rolling process
used can also be seen from it. The device comprises
three rolling device parts or modules. The figure shows
for this purpose, from right to left, a first measuring mod-
ule 1, aroller module 2, and a second measuring module
3. The rolling device and the rolling process are controlled
by an electronic control unit, which is not further shown
in the figure.

[0013] The band 10 in its initial state, in other words
before the rolling, is also sometimes indicated by the term
ring, on account of its round, relatively rigid character.
After rolling, the band is also sometimes indicated by the
term belt because of its flexible character.

[0014] The measuring modules 1 and 3 comprise
measuring rollers 4, 5 around which the band 10, rolled
or otherwise, can be placed, in such a way that a meas-
urement of the thickness D of band 10 can be carried
out. At least one of the rollers 4 or 5 is preferably drivable,
so that the thickness measurement can be carried out at
a number of positions around the circumference of the
band 10 and an average value can be determined for it.
The abovementioned drivable roller 4 or 5 can preferably
be moved away from the respective other roller 5 or 4,
in which case the band is subjected to a tensile stress,
which benefits the accuracy and in particular the repro-
ducibility of the thickness measurement. The thickness
measurement can be carried out by means of a move-
ment sensor DS accommodated between the measuring
rollers 4, 5. The thickness, or the average thickness, ac-
cording to the invention is a decisive measurement for
the material volume of the band 10 to be rolled, and con-
sequently for the process settings of the rolling process.
The abovementioned measurement for the material vol-
ume can be determined more accurately if the length and
possibly also the width of the band to be rolled are like-
wise determined. In the present production process of
the band it is sufficient according to the invention to carry
out the thickness measurement alone, because the
length and width of the band 10 are assumed to be con-
stant, which is quite possible in combination with the
known method by which the bands to be rolled are pro-
duced. In this known production method a band is pro-
duced by rolling up sheet material to form a cylinder,
welding together the sides of the sheet material that are
then resting against each other, and cutting the tube cre-
ated in this way into rings.

[0015] The roller module 2 comprises two rotatable
bearing rollers 6, 7, a first roller 7 of which is placed cen-
trally in the roller module 2, and a second roller 6 of which
is accommodated in the roller module 2 in such a way
that it is movable by the application of a pulling force Fm,
FI and around which the band 10 to be rolled can be
placed. For the application of the abovementioned pulling
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force Fm, F1 the roller module 2 comprises first activation
means 21, which in this exemplary embodiment comprise
a motor M and a screw spindle S and can move a roller
holder 8 with the second bearing roller 6 rotatably mount-
ed on it relative to the first bearing roller 7.

[0016] A movement sensor LS is shown, by means of
which sensor by way of a reference part 9 of the roller
holder 8 the movement of the latter can be determined,
and by means of which the length L of the rolled band 10
can also be determined. The pulling force actually exert-
ed can be measured by means of the load cell LC also
shown. After the rolling has been completed, the band
length L obtained can be determined accurately with the
aid of the movement sensor LS from the measured dis-
tance between the bearing rollers 6 and 7 and their di-
ameters, by making said sensor rotate about the bearing
rollers 6 and 7 without a rolling force Fu or pushing force
Fu being exerted between the rolling roller 11 and the
first bearing roller 7 in the process. The measured band
length L according to the invention can be advantageous-
ly used to optimize the rolling process settings by way of
feedback, but can also serve as a control parameter for
subsequent process steps to be carried out on the rolled
band 10.

[0017] The roller module 2 further comprises a pair of
supporting rollers 12, which act upon the first bearing
roller 7, arolling roller 11, and a pressure roller 13 acting
upon the supporting rollers 12. The supporting rollers 12
are each provided around their circumference with an
opening through which they act upon the first bearing
roller 7 only on either side next to the band 10. The pres-
sure roller 13 is accommodated in the roller module 2 in
a movable manner under the influence of second activa-
tion means 22, which in this exemplary embodiment com-
prise a motor M and a screw spindle S, in such a way
that a pushing or rolling force Fu can be exerted upon
the supporting rollers 12, which pushing force Fu can be
measured by way of a so-called load cell LC. As a result
of the double support of the first bearing roller 7 by the
supporting rollers 12, the pushing force exerted by the
pressure roller 13 during the rolling operation is transmit-
ted in a balanced and stable manner by way of the sup-
porting rollers 12 to the bearing roller 7. Said bearing
roller 7 is subsequently supported again by way of a part
of the band 10 on the rolling roller 11, which is supported
by the pushing force Fu during the rolling operation by
way of a reaction force Fr. The band here is accommo-
dated so that during the rolling process it rotates between
the first bearing roller 7 and the rolling roller 11. The ro-
tating movement of the band 10 is achieved here by driv-
ing one or more of the abovementioned rollers 6, 7, 11,
12 and 13, as indicated by the arrows shown in them. As
a result of the rotating movement of the band 10 and the
pushing force Fu exerted upon it, material flow occurs
over the entire circumference from the thickness dimen-
sion of the band 10 to its length and width dimension.
The direction of movement or of rotation of the band 10
is important for the quality of the rolling process, which
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apart from that is carried out with a continuous supply of
a lubricant and cooling agent to the contact between the
band 10 and the rollers 11 and 7, in such a way that the
bearing roller 7 takes the band 10 off the rolling roller 11,
the actual deformation of the band 10 occurring in a
stretched part of said band.

[0018] Depending on the thickness D measured for
each band 10 prior to the rolling process, the control unit
determines a desired pulling force F1 and pushing force
Fu for the band 10 concerned, which forces are to be
applied during the rolling process by way of the activation
means 21 or 22.

[0019] Figures 2, 3 and 4 show diagrammatically the
movement towards each other or, conversely, the move-
ment away from each other of the respective rollers 6, 7,
11, 12 and 13, for placing the band 10 in or removing it
from the rolling device. For this purpose, electronically
controllable movement units (not further shown in the
figure) are present in the rolling device, according to the
invention, for example in the form of electro-hydraulic
units or the electronically activated air cylinder AC shown
in Figure 1. One of these in the present embodiment acts
by way of a bearing arm upon the first bearing roller 7,
so that the latter can move towards the supporting rollers
12, which is shown in Figure 2. In another embodiment
of the device it is, however, also possible to move the
pressure roller 13 together with the supporting rollers 12
towards the first bearing roller 7. This movement towards
each other takes place after the band 10 to be rolled has
been placed around the first and second bearing rollers
6 and 7 and with the exertion of a relatively low clamping
or pulling force Fm upon the band 10.

[0020] When the first bearing roller 7 is in contact with
the supporting rollers 12 a force Fp is applied to the shaft
of the rolling roller 11, as shown in Figure 3. This also
brings the rolling roller 11 into contact with the band 10,
as is shown in Figure 4. If the rolling roller 11 is energized
in the rotating sense, the abovementioned force Fp en-
sures that the band 10, the supporting rollers 12 and the
pressure roller 13 take over its rotation. The clamping
force Fm ensures that the second bearing roller 6 takes
over the rotation of the band 10 and that the band 10
moves over the bearing rollers 6 and 7 in a correct or
centered manner.

[0021] During the actual rolling process, after the band
10 has been accommodated fully in the rolling device
and the rollers 6, 7, 11, 12 and 13 have reached the
required speed of rotation, a pulling force Fl is imposed
by way of the second bearing roller 6 and a pushing force
Fu is imposed by way of the pressure roller 13 upon the
band 10. In this case the pulling force F1 is supported by
the first bearing roller 7 and the pushing force Fu is ulti-
mately supported by the reaction force Fr exerted by the
rolling roller 11.

[0022] Therolling process itself according to the inven-
tion is primarily aimed at achieving a desired uniform
band thickness D. The rolling process according to the
invention is conceived as a displacement process in the
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case of which a material flow from the thickness D of the
ring 10 is directed towards the length L and the width B
of said ring. To this end, the electronic control unit, on
the basis an algorithm suitable for the purpose and de-
pending on the measurement for the volume of the band,
determines the pushing force Fu and pulling force F1
exerted by the device upon the band 10.

[0023] Intherolling process according to the invention,
apart from an accurate band thickness D, it is also aimed
to achieve a high degree of accuracy as regards the
length L of the band 10. The stability of the band widths
B obtained after the rolling operation is therefore to a
large degree dependent upon the stability of the material
volume of the bands 10 yet to be rolled. In order to reduce
the effect of a spread in the band widths B obtained after
rolling as a result of the finite stability of the size of the
material volume of the bands 10 to be rolled, an effect
which is a disadvantage in practice and is therefore un-
desirable, according to a special embodiment of the in-
vention the measure is taken to divide the bands 10 to
be rolled into at least two rolling groups, which are dis-
tinguished by the band length L aimed at after rolling and
for which the rolling process settings differ per rolling
group.

[0024] In practice, this means that bands 10 with a rel-
atively great thickness D are placed in a first rolling group
that is rolled out to a relatively great length L, and that
bands 10 with a relatively low thickness D are placed in
a second rolling group that is rolled out to a relatively
small length L. More particularly, the rolling process set-
tings are characterized in that for the first rolling group
the ratio between the pulling force F1 and the pushing
force Fu is selected at a higher level than is the case for
the second rolling group. As a result of the spread in the
length L of the rolled bands 10 thus permitted and even
striven for, the band width B obtained after rolling will in
fact exhibit less spread between the individual bands 10.
[0025] In this special embodiment of the invention
there is advantageous use of the rolled bands in the pull-
ing element of the push belt in which a number of bands
10 are nested concentrically in relation to one another,
for which purpose said bands must be of differentlengths.
Bands 10 from the second rolling group are then emi-
nently suitable for nesting in the bands 10 of the first
rolling group. Different lengths L between the rolled
bands 10 of the pulling element are therefore advanta-
geous for nesting of said bands and according to the
invention can also advantageously be used to reduce a
variation in the width B of the bands 10 in the pulling
element. The number of different rolling groups to be de-
fined is, of course, dependent here upon an envisaged
maximum variation in the width B of said bands and on
the number of bands 10 per pulling element.

[0026] The pushing force Fu and pulling force F1 to be
exerted during the rolling process are regulated by the
control unit by feedback from the actual forces exerted
that have been measured with the aid of the load cells.
In addition, according to the invention, the quality of the
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rolling process is largely determined by the fact that it is
controlled on the basis of the abovementioned forces F1
and Fu. This contrasts with a possible process control
on the basis of the mutual position of the bearing rollers
6 and 7 and the of the rolling roller 11 and the central
roller 7.

[0027] As shown in Figure 1, the band thickness D ob-
tained after rolling can be measured with the aid of the
second measuring module 3. A thickness measurement
is preferably carried out outside the roller module 2, in
order to make efficient use of the device. By means of
such a measurement it can be checked whether the se-
lected rolling process setting is actually leading to the
desired rolling result, and wear of, for example, the first
bearing roller 7 can be detected.

[0028] According to the invention, it is further possible
greatly to shorten the speed of the rolling process, or the
cycle time needed for rolling one band 10, thereof, which
is achieved by selecting the speed of rotation of the first
bearing roller 7 and consequently also of the band 10 at
arelatively high level during a main phase HF of the rolling
process. According to the invention, it is necessary here
that after the abovementioned main phase HF a slow-
down phase UF be added to the rolling process, in which
latter phase the rolling forces Fu and F1, and preferably
also the abovementioned speed of rotation, are consid-
erably lower than is the case in the main phase HF. Such
arolling process is illustrated in the diagram of Figure 5,
in which, depending on the cycle time t, the speed of
rotation rpm of the band 10 and one of the two rolling
forces, in this case Fu, given as an example. In Figure 5
the dashed lines indicate for purposes of comparison a
rolling process with a single rolling phase WF.

[0029] According to the invention, the abovemen-
tioned reduction should be at least 10%, but should pref-
erably be between 25% and 50%. Such a rolling process
has the advantage that in the main phase a considerable
initial reduction in thickness of the band 10 can be
achieved relatively quickly, although to some extent at
the expense of the accuracy or stability of the end result
of the process, while in the slow-down phase the desired
thickness D of the band 10 is achieved accurately and in
a stable manner, also uniformly distributed over the band
length L.

[0030] Apart from the abovementioned measures, it
was found on the basis of practical experience that the
features of the rolling process, including the reproduci-
bility of the rolling result and the shortening of the cycle
time t discussed above, are improved by a specific diam-
eterratio between the rolling roller 11 and the first bearing
roller 7 between which the band 10 is rolled, with one of
the rollers having to be considerably larger than the other,
as shown in Figure 1. In particular, the diameter of the
rolling roller 11 should be at least 3 times, but preferably
approximately 4 times, the size of that of the first bearing
roller 7. Such diameter ratios have the additional advan-
tage that the rolling roller 11 wears significantly less
quickly, so that during operation in most cases only the
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bearing roller 7, which is relatively easy to remove and
overhaul, needs to be replaced because of wear. There
is consequently an advantageous effect on the produc-
tion capacity and the maintenance costs of the rolling
device.

[0031] Figure 6 shows diagrammatically a side view
and a cross section of a rolled band 10. In this figure the
abovementioned parameters of the band 10, i.e. the
length L, the width B and the thickness D, is are illustrated
again. It is also shown that the rolled band 10, viewed in
cross section, can be provided with an arch shape with
a radius R. The figure also shows that the rolled band
10, viewed in cross section, can be provided with a barrel
shape, in other words a thickness D measured centrally
on the band 10 is greater than a thickness A measured
near the edges of the band 10.

[0032] The configuration of the present rolling device,
in particular the specified diameter ratio of the rolling roller
11 and the first bearing roller 7, is eminently suitable for
obtaining the desired band shapes. It is also possible
according to the invention to obtain a desired shape of
the cross section of the band 10 depending on the shape
of atleast one of therollers 7, 11. For instance, according
tothe inventionitis advantageously possible, in particular
in order to obtain the abovementioned barrel shape, to
provide the respective roller 7 or 11 with a non-cylindrical
shape, for example by narrowing said roller slightly from
its edges towards a central point on the roller, in other
words providing it with a concave, hourglass-like shape.

Claims

1. Arrolling device for rolling a self-contained endless
band (10) for a metal push belt, which is provided
with a first and a second rotatable bearing roller (6,
7) around which the band (10) is intended to be
placed and held in an elongated form, the second
bearing roller (6) being accommodated in a movable
manner in the device, with a rolling roller (11) that is
in contact with the band (10), with a central roller (7)
that opposite the rolling roller (11) is in contact with
the band (10), and with a pressure roller (13) that by
way of a supporting roller (12) is in contact with the
centralroller (7), in which device a pushing force (Fu)
can be generated between the rolling roller (11) and
the central roller (7), to which pushing force the band
(10) is subjected, and in which the central roller (7)
also forms the first bearing roller (7) characterized
in that the pressure roller (13) by way of two sup-
porting rollers (12) is in contact with the first bearing
roller (7), which supporting rollers (12) are accom-
modated relative to each other in the device on either
side of an imaginary axis through a central shaft of
the rolling roller (11) and a central shaft of the first
bearing roller (7).

2. Therolling device as claimed in claim 1, character-
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10.

ized in that the diameter of the rolling roller (11) is
considerably larger than the diameter of the central
roller (7).

The rolling device as claimed in claim 2, character-
ized in that the in that the diameter of the rolling
roller (11) is atleast 3 - and preferably approximately
4 - times the size of the diameter of the central roller

7).

The rolling device as claimed in claim 2 or 3, char-
acterized in that the diameter of the rolling roller
(11) lies in the range from 120 to 200 mm and the
diameter of the central roller (7) lies in the range from
30 to 50 mm.

The rolling device as claimed in one of the preceding
claims, characterized in that the diameter of the
pressure roller (13) substantially corresponds to the
diameter of the rolling roller (11).

The rolling device as claimed in one of the preceding
claims, characterized in that the diameter of the
supporting roller (12) is greater than the diameter of
the central roller (7), but smaller than the diameter
of the pressure roller (13).

The rolling device as claimed in one of the preceding
claims, characterized in that an imaginary axis
through the central shaft of the rolling roller (11) and
a central shaft of one of the supporting rollers (12)
lies next to the first bearing roller (7).

The rolling device as claimed in one of the preceding
claims, characterized in that first activation means
(21) are provided for moving the second bearing roll-
er (6), which activation means comprise a movement
sensor (LS) for determining a movement imposed
upon the second bearing roller (6) and a load cell
(LC) for determining a pulling force (F1) imposed up-
on the second bearing roller (6).

The rolling device as claimed in one of the preceding
claims, characterized in that second activation
means (22) are provided for, at any rate partially,
generating the pushing force (Fu), which activation
means act upon the pressure roller (13), for example
by way of a shaft by means of which the latter is
accommodated in the rolling device.

The rolling device as claimed in one of the preceding
claims, characterized in that at least one of the
rollers (6, 7, 11, 12, 13) is accommodated in the roll-
ing device so as to be drivable in a direction of rota-
tion in which the first bearing roller (7) takes the band
(10) off the rolling roller (11), in other words the push-
ing force (Fu) generated between the rolling roller
(11) and the central roller (7) is exerted in a stretched
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part of the band (10).

The rolling device as claimed in one of the preceding
claims, characterized in that a supply of a lubricant
and cooling agent is provided, which supply is direct-
ed at the part of the band (10) and/or of the rolling
roller (11) moving towards the contact between
them.

Patentanspriiche

1.

Walzvorrichtung zum Walzen eines in sich geschlos-
senen Endlosriemens (10) fir ein Metallschubglie-
derband, die mit einer ersten und einer zweiten dreh-
baren Tragrolle (6, 7) versehen ist, um die der Rie-
men (10) angeordnet und in einer lang gestreckten
Form gehalten werden soll, wobei die zweite Tra-
grolle (6) beweglich in der Vorrichtung untergebracht
ist, mit einer Walzrolle (11), die mit dem Riemen (10)
in Kontakt steht, einer Mittelrolle (7) gegeniber der
Walzrolle (11), die mit dem Riemen (10) in Kontakt
steht, und einer Druckrolle (13), die durch eine Stiitz-
rolle (12) mitder Mittelrolle (7) in Kontakt steht, wobei
in der Vorrichtung eine Druckkraft (Fu) zwischen der
Walzrolle (11) und der Mittelrolle (7) erzeugt werden
kann, mit der der Riemen (10) beaufschlagt wird,
und wobei die Mittelrolle (7) auch die erste Tragrolle
(7) bildet, dadurch gekennzeichnet, dass die
Druckrolle (13) mittels zweier Stitzrollen (12) mit der
ersten Tragrolle (7) in Kontakt steht, wobei die Stiitz-
rollen (12) bezlglich einander in der Vorrichtung auf
beiden Seiten einer gedachten Achse durch eine
mittlere Welle der Walzrolle (11) und eine mittlere
Welle der ersten Tragrolle (7) untergebracht sind.

Walzvorrichtung nach Anspruch 1, dadurch ge-
kennzeichnet, dass der Durchmesser der Walzrol-
le (11) viel grofer als der Durchmesser der Mittelrolle
(7) ist.

Walzvorrichtung nach Anspruch 2, dadurch ge-
kennzeichnet, dass der Durchmesser der Walzrol-
le (11) mindestens das 3-Fache - und vorzugsweise
ca. das 4-Fache - der Grof3e des Durchmessers der
Mittelrolle (7) betragt.

Walzvorrichtung nach Anspruch 2 oder 3, dadurch
gekennzeichnet, dass der Durchmesser der Walz-
rolle (11) in einem Bereich von 120 bis 200 mm und
der Durchmesser der Mittelrolle (7) in einem Bereich
von 30 bis 50 mm liegt.

Walzvorrichtung nach einem der vorhergehenden
Anspriche, dadurch gekennzeichnet, dass der
Durchmesser der Druckrolle (13) dem Durchmesser
der Walzrolle (11) im Wesentlichen entspricht.
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10.

11.

Walzvorrichtung nach einem der vorhergehenden
Anspriche, dadurch gekennzeichnet, dass der
Durchmesser der Stitzrolle (12) grofRer als der
Durchmesser der Mittelrolle (7), aber kleiner als der
Durchmesser der Druckrolle (13) ist.

Walzvorrichtung nach einem der vorhergehenden
Anspriche, dadurch gekennzeichnet, dass eine
gedachte Achse durch die mittlere Welle der Walz-
rolle (11) und eine mittlere Welle einer der Stiitzrollen
(12) neben der ersten Tragrolle (7) liegt.

Walzvorrichtung nach einem der vorhergehenden
Anspriche, dadurch gekennzeichnet, dass erste
Aktivierungsmittel (21) zum Bewegen der zweiten
Tragrolle (6) vorgesehen sind, wobei die Aktivie-
rungsmittel einen Bewegungssensor (LS) zum Er-
mitteln einer Bewegung, mit der die zweite Tragrolle
(6) beaufschlagt wird, und eine Messdose (LC) zum
Ermitteln einer Zugkraft (F1), mit der die zweite Tra-
grolle (6) beaufschlagt wird, umfassen.

Walzvorrichtung nach einem der vorhergehenden
Anspriiche, dadurch gekennzeichnet, dass zwei-
te Aktivierungsmittel (22) zum - wenigstens teilwei-
sen - Erzeugen der Schubkraft (Fu) vorgesehen
sind, wobei die Aktivierungsmittel zum Beispiel
durch eine Welle, mittels der die Druckrolle in der
Walzvorrichtung untergebrachtist, auf die Druckrolle
(13) einwirken.

Walzvorrichtung nach einem der vorhergehenden
Anspriche, dadurch gekennzeichnet, dass min-
destens einederRollen (6,7, 11, 12, 13) in der Walz-
vorrichtung so untergebracht ist, dass sie in einer
Drehrichtung antreibbar ist, in der die erste Tragrolle
(7) den Riemen (10) von der Walzrolle (11) nimmt,
mit anderen Worten die zwischen der Walzrolle (11)
und der Mittelrolle (7) erzeugte Schubkraft (Fu) in
einem gedehnten Teil des Riemens (10) ausgelbt
wird.

Walzvorrichtung nach einem der vorhergehenden
Anspriiche, dadurch gekennzeichnet, dass eine
Zufuhrvon Schmiermittel und Kiihimittel vorgesehen
ist, die auf den Teil des Riemens (10) und/oder der
Walzrolle (11) gerichtetist, der sich zum Kontakt zwi-
schen ihnen bewegt.

Revendications

Dispositif de laminage destiné a laminer une bande
sans fin (10) indépendante destinée a une courroie
métallique de poussée, pourvu d’un premier et d’un
deuxiéme rouleau porteur (6, 7) autour desquels la
bande (10) est prévue pour étre placée et maintenue
sous une forme allongée, le deuxiéme rouleau por-
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teur (6) étant logé de maniere mobile dans le dispo-
sitif, d’'un rouleau de laminage (11) en contact avec
la bande (10), d’'un rouleau central (7) qui, a 'opposé
du rouleau de laminage (11), est en contact avec la
bande (10) et d’'un rouleau de pression (13) qui, par
le biais d’'un rouleau de support (12), est en contact
avec le rouleau central (7), dispositif dans lequel un
effort de poussée (Fu) peut étre généré entre le rou-
leau de laminage (11) et le rouleau central (7), effort
de poussée auquel la bande (10) est soumise, et
dans lequel le rouleau central (7) forme également
le premier rouleau porteur (7), caractérisé en ce
que le rouleau de pression (13), par le biais de deux
rouleaux de support (12), est en contact avec le pre-
mier rouleau porteur (7), lesquels rouleaux de sup-
port (12) sontlogés dans le dispositif, I'un par rapport
al'autre, de chaque c6té d’'un axe imaginaire traver-
sant un arbre central du rouleau de laminage (11) et
un arbre central du premier rouleau porteur (7).

Dispositif de laminage selon la revendication 1, ca-
ractérisé en ce que le diamétre du rouleau de la-
minage (11) est considérablement plus grand que le
diameétre du rouleau central (7).

Dispositif de laminage selon la revendication 2, ca-
ractérisé en ce que le diamétre du rouleau de la-
minage (11) vaut au moins 3 - et de préférence ap-
proximativement 4 - fois la mesure du diamétre du
rouleau central (7).

Dispositif de laminage selon la revendication 2 ou 3,
caractérisé en ce que le diamétre du rouleau de
laminage (11) se situe dans la plage de 120 a 200
mm et que le diamétre du rouleau central (7) se situe
dans la plage de 30 a 50 mm.

Dispositif de laminage selon I'une des revendica-
tions précédentes, caractérisé en ce que le diame-
tre du rouleau de pression (13) correspond sensi-
blement au diamétre du rouleau de laminage (11).

Dispositif de laminage selon I'une des revendica-
tions précédentes, caractérisé en ce que le diamé-
tre du rouleau de support (12) est plus grand que le
diameétre du rouleau central (7), mais plus petit que
le diamétre du rouleau de pression (13).

Dispositif de laminage selon 'une des revendica-
tions précédentes, caractérisé en ce qu’un axe
imaginaire traversant I'arbre central du rouleau de
laminage (11) etun arbre centralde 'un des rouleaux
de support (12) se situe a c6té du premier rouleau
porteur (7).

Dispositif de laminage selon 'une des revendica-
tions précédentes, caractérisé en ce que des pre-
miers moyens d’activation (21) sont mis en place
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10.

11.

pour déplacer le deuxiéme rouleau porteur (6), les-
quels moyens d’activation comportent un capteur de
mouvement (LS) destiné a déterminer un mouve-
mentimposé au deuxiéme rouleau porteur (6) et une
cellule de charge (LC) destinée a déterminer un ef-
fort de traction (FI) imposé au deuxiéme rouleau por-
teur (6).

Dispositif de laminage selon I'une des revendica-
tions précédentes, caractérisé en ce que des
deuxiémes moyens d’activation (22) sont mis en pla-
ce pour générer, du moins partiellement, I'effort de
pousseée (Fu), lesquels moyens d’activation agissent
sur le rouleau de pression (13), par exemple par le
biais d’un arbre au moyen duquel ce dernier est logé
dans le dispositif de laminage.

Dispositif de laminage selon I'une des revendica-
tions précédentes, caractérisé en ce qu’au moins
un des rouleaux (6, 7, 11, 12, 13) est logé dans le
dispositif de laminage de fagon a pouvoir étre en-
trainé dans un sens de rotation dans lequel le pre-
mier rouleau porteur (7) retire la bande (10) du rou-
leau de laminage (11), autrement dit I'effort de pous-
sée (Fu) généré entre le rouleau de laminage (11)
et le rouleau central (7) est exercé sur une partie
étirée de la bande (10).

Dispositif de laminage selon I'une des revendica-
tions précédentes, caractérisé en ce qu’une ali-
mentation d’un lubrifiant et agent de refroidissement
est mise en place, laquelle alimentation est dirigée
vers la partie de la bande (10) et/ou du rouleau de
laminage (11) en mouvement vers le contact entre
eux.
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