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Description
Field of the Art

[0001] The present invention relates to a horizontal
packaging machine of the type comprising a band supply
unit, a container forming unit, and a filling unit, in which
the mentioned band supply unit includes an unwinder
with two reels and a splicing device which allow changing
reels without needing to stop the machine.

Background of the Invention

[0002] Horizontal packaging machines are known,
which machines comprise a line for filling and closing
pouch-type containers, also known in the art as pouches.
The mentioned containers are generally made from a
band of sheet material that is folded, heat-welded and
cut, and some of the horizontal packaging machines in-
corporate, as an integral part thereof, a band supply unit
for supplying said band of sheet material from a reel, a
container forming unit, to form the containers from said
band of sheet material, and afilling unit to fill the contain-
ers coming from said container forming unit.

[0003] In some machines, the band supply unit is con-
figured to house a single reel, in which case, when the
reel is used up it is necessary to stop the machine long
enough to allow replacing the reel and splicing an initial
portion of the sheet material of the replacement reel with
an end portion of the sheet material of the used up reel.
These operations can last about ten minutes.

[0004] In other machines, the band supply unit is con-
figured to house two reels, one acting as a working reel
from which the band of sheet material which is fed into
the container forming unit is extracted and the other one
acting as a replacement reel. If the unit does not include
a splicing device, the time necessary for changing reels
and splicing can be about 5 minutes, during which time
the machine will be stopped.

[0005] Patent ES-A-2 275 381 discloses a device for
splicing the end portions of the bands of sheet material
during a change of reels applicable to a horizontal pack-
aging machine provided with a band supply unit config-
ured to house two reels without needing to stop the ma-
chine. The splicing device comprises a clamp formed by
two planar jaws covering the entire width of the bands of
sheet material. During normal operation of the machine,
the clamp is open and the working band of sheet material
passes between both jaws whereas an initial portion of
the replacement band of sheet material is folded over
one of the jaws, fixed thereto by means of clips and pre-
pared with an adhesive material, such as two-sided ad-
hesive tape, or flexible silicone. When the working reel
is almost completely used up, a traction device, located
between the splicing device and an accumulator device,
stops and the clamp closes, adhering the initial portion
of the replacement band of sheet material on the end
portion of the working band of sheet material. A drawback
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of this type of splicing is that it leaves non-adhered excess
initial and end portions adjacent to an overlapping and
adhered region of the two bands of sheet material, which
can cause catching and misalignments in the successive
units of the machine which make it necessary to stop the
machine in order to perform the corresponding arrange-
ments and adjustments.

[0006] Dual-reel unwinders with an automatic splicing
device are known on the market, and they can be coupled
to any of the previously described horizontal machines.
In these unwinders, end and initial ends of the bands of
sheet material are also spliced by means of overlapping,
generating the problems described above. Furthermore,
being a unit that is independent from the machine they
have the drawback that they take up more space than
an unwinder built into the machine itself.

[0007] Document EP 1002727 A2 discloses a A con-
tinuous bag forming and filling machine wherein bags are
continuously formed from a continuous web of bag ma-
terial, cut, filled with a product, folded and then sealed.
The machine includes a web supply unit provided with a
dual-reel support unwinder, an accumulator device, and
an automatic splicing device located between the un-
winder and the accumulator device.

[0008] On the other hand, several types of reel brakes
applicable to band supply devices for packaging ma-
chines are known. These brake devices comprise gen-
erally a brake shoe that is thrust against a corresponding
surface of the core of the reel by a thrusting device, such
as, for example, a mechanical spring applied on a brake
lever without any type of regulation, or a pneumatic cyl-
inder with manual pressure regulation but without any
type of proportional control that can be adapted to the
operating conditions of the packaging machine. A thrust-
ing device formed by a pneumatic cylinder with propor-
tional mechanical regulation is known, which device
adapts to the tension of the band of sheet material, i.e.,
to the speed of the machine, but without any control over
the inertia caused by the reel. In this case, given that the
diameter of the reel decreases progressively as the band
of sheet material is extracted therefrom, the inertia
caused by the reel also decreases without this having
any effect on the control of the braking force.

Summary of the Invention

[0009] The present invention contributes to overcom-
ing the aforementioned and other drawbacks by provid-
ing a horizontal packaging machine including an unwind-
er with a splicing device for changing reels without stop-
ping the machine. The machine of the present invention
is of the type comprising a band supply unit for supplying
a band of sheet material from a reel, a container forming
unit for forming containers from said band of sheet ma-
terial, and a filling unit for filling said containers coming
from said container forming unit, closing them and deliv-
ering them to an outfeed conveyor, said units being ar-
ranged consecutively in the forward movement direction



3 EP 2 233 399 B1 4

ofthe band of sheet material. The mentioned band supply
unitcomprises supports for rotatably supporting tworeels
which act alternately as a working reel and a replacement
reel, and a plurality of rollers for directing one of the two
bands of sheet material, more specifically a working band
of sheet material coming from said working reel, to said
container forming unit through a known type of accumu-
lator device. Downstream of said accumulator device
there is arranged a traction device which pulls on said
working band of sheet material for unwinding the working
reel. Between the working reel and the accumulator de-
vice there is located a splicing device which serves for
splicing an end portion of the working band of sheet ma-
terial with an initial portion of a replacement band of sheet
material coming from said replacement reel while the
traction device extracts the working band of sheet mate-
rial from the accumulator device. The machine of the
present invention is characterized in that said splicing
device comprises a splicing table on which the working
band of sheet material circulates, with at least one ad-
hesive tape supply device adjacent to an edge of the
working band of sheet material, a working band holding
device for holding an end portion of the working band of
sheet material on said splicing table, and a replacement
band holding device for holding an initial portion of said
replacement band of sheet material on the splicing table,
both initial and end portions of the working and replace-
ment bands of sheet material being mutually superim-
posed in the splicing table. With this arrangement, both
working and replacement bands of sheet material are cut
transversely at the same time by a cutting tool and, once
excess cut portions are removed from both bands of
sheet material, they are butt spliced by means of adhe-
sive tape supplied from said adhesive tape supply device.
[0010] The splicing performed by means of the splicing
device of the machine of the present invention is clean
and strong and has no overlapping and non-adhered por-
tions of sheet material that can cause catching and mis-
alignments in successive members or units of the ma-
chine. Furthermore, it can be done in a short period of
time during which the working band of sheet material is
extracted from the accumulator device, and therefore
without needing to stop the machine.

[0011] In one embodiment, the mentioned working
band holding device is operated by actuating means, and
automatically activated in response to a signal generated
by an end-of-reel detector arranged, for example, to de-
tect the end of the reel, i.e., the absence of the working
band of sheet material, whereas said replacement band
holding device is operated manually and activated by an
operator responsible for the splicing. Preferably, the
splicing device furthermore comprises first and second
auxiliary replacement band holding devices for alternate-
ly holding the initial portion of the band of sheet material
coming from the one of the two reels acting as a replace-
ment reel in a position prepared for splicing adjacent to
the splicing table, such that the operator has fast and
easy access to the initial portion of the replacement band
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of sheet material, which must be arranged on the splicing
table and held against it by the replacement band holding
device. These first and second auxiliary replacement
band holding devices are operated by actuating means
and activated in response to a control actuated by the
operator. For example, the working band holding device
and the firstand second auxiliary replacement band hold-
ing devices can comprise known pneumatically operated
inflatable holding membranes.

[0012] The splicing table preferably includes a cutting
guide, for example in the form of a slit formed through
the splicing table in a direction transverse to the forward
movement direction of the working band of sheet mate-
rial. This slit has a width sized to receive a cutting blade
of the mentioned cutting tool, and a length greater than
the width of the band of sheet material, such that the slit
projects from both side edges of the working and replace-
ment bands of sheet material. In one embodiment, the
cutting tool is a knife or the like handled manually by the
operatorresponsible for splicing. The machine preferably
comprises a sound and/or light warning device which is
activated in response to a signal generated by a diameter
detector associated with the working reel and arranged
to detect a diameter indicating that the end of the reel is
approaching. The activation of said warning device indi-
cates to the operator that he must be prepared to perform
splicing.

[0013] Next, as soon as the working band holding de-
vice is activated in response to a signal generated by the
previously mentioned end-of-reel detector, the operator
has enough time to manually perform splicing, which is
proportional to the amount of band of sheet material ac-
cumulated in the accumulator device. When the splicing
is done, the operator manually releases the replacement
band holding device and operates a push button which
releases the working band holding device, such that the
machine returns to normal operation extracting the work-
ing band of sheet material from the replacement reel,
which now acts as the working reel. Then, the empty reel
can be replaced and the initial portion of the replacement
band of sheet material can be placed in said position
prepared for splicing and held by the corresponding first
or second auxiliary replacement band holding device.
[0014] When the operator places the initial portion of
the replacement band of sheet material overlapping on
the end portion of the working band of sheet material on
the splicing table, he must match up respective marks
indicating the sites where the band will be heat-welded
and cut after being folded in the container forming unit.
Downstream of the splicing device there is arranged a
splice detector, for example, in the form of an optical de-
tector arranged to detect, for example, the adhesive tape
forming the splice. Downstream, for example in the filling
unit, there are arranged means for rejecting a container
formed by the initial and end portions of the working and
replacement bands of sheet material joined by the adhe-
sive tape in response to a signal coming from said splice
detector. Accordingly, the splicing should not coincide
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with one of the sites where the band will be heat-welded
and cut, since this could cause drawbacks in the contain-
er forming unit. To prevent this, the splicing table prefer-
ably has associated thereto a second cutting guide and
a second adhesive tape supply device aligned with said
second cutting guide, in which both first and second cut-
ting guides are mutually parallel and are separated by a
distance different from the separation between the sites
where the band will be heat-welded and cut, i.e., different
from the width of the containers to be made. Therefore,
if one of the cutting guides coincides with one of the sites
where the band will be heat-welded and cut, the operator
will choose the other cutting guide.

[0015] The horizontal packaging machine of the
present invention likewise comprises brake devices for
applying a brake to the rotation of that reel acting as the
working reel during normal machine operation. Each of
said brake devices comprises a brake shoe thrust against
a corresponding surface of the core of the corresponding
reel by a pneumatic actuator. The thrust force of the men-
tioned pneumatic actuator is controlled by an elec-
tro-pneumatic proportional pressure regulator which acts
at least in response to a signal representative of the ten-
sion of the working band of sheet material and to a signal
representative of the diameter of the working reel. The
mentioned signal representative of the tension of the
working band of sheet material is generated by a tension
detector device arranged to detect the tension of the
working band of sheet material downstream of the trac-
tion device.

[0016] Inone embodiment, thistension detector device
comprises a pivoting arm supporting one or more of the
mentioned rollers on which the working band of sheet
material passes, adjacent to other fixed rollers on which
the working band of sheet material also passes. The piv-
oting arm is moved against the force of an elastic means
due to the variations in the tension of the working band
of sheet material, and the movements of the pivoting arm
operate a positional detector, such as a potentiometer,
arranged to generate said signal representative of the
tension of the working band of sheet material. The signal
representative of the diameter of the working reel is gen-
erated by at least one diameter detector arranged adja-
cent to the working reel to detect when, upon unwinding,
such reel reaches a predetermined diameter that is less
than the diameter of the complete working reel. It is
known that the different diameters of the working reel
correspond with different degrees of inertia thereof. Ac-
cordingly, the braking force is controlled depending on
the tension of the working band of sheet material down-
stream of the traction device and on at least two degrees
of inertia of the working reel. Obviously, by arranging a
plurality of diameter detectors for detecting successive
decreasing diameters of the working reel, the braking
force could be controlled according to a plurality of de-
grees of inertia of the working reel.

10

15

20

25

30

35

40

45

50

55

Brief Description of the Drawings

[0017] The foregoing and other features and advan-
tages will be more fully understood from the following
detailed description of several embodiments with refer-
ence to the attached drawings in which:

Figure 1 is a schematic perspective view of a hori-
zontal packaging machine including a dual-reel un-
winder with a splicing device for changing reels with-
out stopping the machine according to an embodi-
ment of the present invention;

Figure 2 is a schematic side view of a band supply
unit with the splicing device forming part of the ma-
chine of Figure 1;

Figure 3 is a perspective view of a splicing table form-
ing part of the splicing device;

Figure 4 is a perspective view of a variant of the
splicing table of Figure 3;

Figures 5, 6, 7 and 8 are cross section views showing
a splicing method which is carried out by means of
the splicing device of the machine of the present in-
vention.

Detailed Description of Exemplary Embodiments

[0018] Referring first to Figure 1, the horizontal pack-
aging machine of the present invention comprises, ac-
cording to one embodiment, a band supply unit 100 for
supplying a working band of sheet material 1 from awork-
ing reel 6, a container forming unit 200 for forming con-
tainers 3 from said working band of sheet material 1, and
a filling unit 300 for filling said containers 3 coming from
said container forming unit 200, closing them and deliv-
ering them to an outfeed conveyor 30. The three units
mentioned are arranged consecutively one after the other
in a forward movement direction of the working band of
sheet material 1 indicated by means of an arrow D. The
band supply unit 100 comprises an unwinder for a second
reel 7, such that the two reels act alternately as a working
reel 6 and a replacement reel 7, and includes a splicing
device 50 which allows changing reels without stopping
machine operation. The band supply unit 100 will be de-
scribed in detail below in relation to Figure 2.

[0019] Still in connection with Figure 1, the container
forming unit 200 comprises consecutively in the forward
movement direction D, and as is known, a folding station
51 in which the working band of sheet material 1 is folded
over itself in a V or W shape, a lower welding station 52
and a subsequent lower cooling station 53 in which a
bottom for the containers is formed, a vertical welding
station 54 and a subsequent ironing station 55 in which
side edges for the containers are formed, an inspection
station provided with at least one photocell 56, and finally
a cutting station 58 in which the folded and heat-welded
working band of sheet material 1 is cut for producing the
individual containers 3, which are then delivered to the
filling unit 300. The cutting station 58 makes vertical cuts
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between two vertical adjacent welding lines, which form
opposite vertical edges of two consecutive containers 3.
A traction device 57 is arranged immediately before the
cutting station 58 for performing the forward movement
of the working band of sheet material 1 along the con-
tainer forming unit 200.

[0020] In the filling unit 300, the containers 3 are
gripped, conveyed and handled individually by a series
of sets of vises (not shown). The filling unit 300 comprises
consecutively in the forward movement direction D, and
as is also known, a pouch opening station 59 in which
an upper opening of the containers 3 is opened by means
of suction devices cooperating with the vises gripping the
containers 3, first, second and third metering stations 60,
61, 62 in which the containers 3 are filled with up to three
products that can be identical or different, a drawing sta-
tion 63 in which the containers are drawn for closing the
upper opening thereof, and finally an upper welding sta-
tion 64 and subsequent upper cooling stations 65, 66 in
which the upper opening of the containers 3 is sealed by
welding. The filled and sealed containers 3 are then de-
livered to an outfeed conveyor 30. Those defective con-
tainers 3 detected, for example, by the mentioned pho-
tocell 56 in the inspection station, or by other detection
means, are rejected through a rejection ramp 67, such
that they are not delivered to the outfeed conveyor 30.
[0021] Now inrelation to Figure 2, the band supply unit
100 comprises a frame 31 in which supports 4, 5 are
installed for rotatably supporting two identical reels 6, 7
of a band of sheet material, although from only one of
them, which is the one acting as a working reel 6, the
working band of sheet material 1 which will be supplied
to the container forming unit 200 will be extracted, where-
as the other reel acts as a replacement reel 7 providing
a replacement band of sheet material 2. In Figure 1, the
reel placed in the support 4 in the upper part of the draw-
ing is the one acting as the working reel 6 and the reel
placed in the support 5 in the lower part of the drawing
is the one acting as the replacement reel 7, although
when the working band of sheet material 1 coming from
the working reel 6 in the upper support 4 is used up it will
be replaced by the replacement band of sheet material
2 coming from the replacement reel 7 in the lower support
5, which will then act as the working reel 6, and the used
up previous working reel 6 will be replaced by a new
replacement reel 7 in the upper support 4, and so on and
so forth, the two reels act alternately as a working reel 6
and a replacement reel 7. Throughout this description,
working reel 6 shall refer to the reel supplying the working
band of sheet material 1 and replacement reel 7 shall
refer to the reel carrying the replacement band of sheet
material 2, regardless of if they are installed in the upper
or lower support 4, 5 of the machine.

[0022] A traction device 8 is arranged for unwinding
the working reel 6 by pulling on said working band of
sheet material 1 in a forward movement direction indi-
cated by means of an arrow D, and the working band of
sheet material 1 is directed by means of a plurality of
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rollers 20 to the container forming unit 200 passing
through an accumulator device 14 of a known type. For
example, this accumulator device 14 comprises a plural-
ity of stationary rollers 20a alternating with a plurality of
mobile rollers 20b installed in a mobile support 32, and
the working band of sheet material 1 is passed over said
alternating stationary and mobile rollers 20a, 20b, such
that when the mobile support 32 keeps the mobile rollers
20b away from the stationary rollers a large amount of
the working band of sheet material 1 is located in the
accumulator device 14. The mentioned traction device 8
is arranged downstream of the accumulator device 14.
[0023] Betweentheworkingreel 6 and the accumulator
device 14 there is arranged a splicing device 50 through
which the working band of sheet material 1 passes freely
during normal machine operation. The splicing device 50
comprises, among other members which will be de-
scribed below, a splicing table 9 and first and second
auxiliary replacement band holding devices 16, 17 for
holding the initial portion 2a of the replacement band of
sheet material 2 in a position prepared for splicing, ad-
jacent to said splicing table 9. In the situation shown in
Figure 1, the reel installed in the lower support 5 acts as
the replacement reel 7 and the initial portion 2a of the
replacement band of sheet material 2 is held in the po-
sition prepared for splicing by the second auxiliary re-
placement band holding device 17. In a reverse situation,
i.e., with the replacement reel 7 installed in the upper
support 4, the initial portion 2a of the replacement band
of sheet material 2 would be held in the position prepared
for splicing by the first auxiliary replacement band holding
device 16.

[0024] The first and second auxiliary replacement
band holding devices 16, 17 can include, for example,
as is well known in the art, pneumatically inflatable hold-
ing membranes on one side of the band of sheet material
and a fixed surface on the opposite side of the band of
sheet material. When the membrane is deflated, the band
of sheet material can pass freely between , the mem-
brane and the fixed surface. When the membrane is in-
flated, the band of sheet material is held between the
membrane and the corresponding fixed surface. The ac-
tivation and deactivation of the auxiliary replacement
band holding devices 16, 17 is optionally done by an op-
eratorresponsible for splicing by acting on corresponding
controls, for example push buttons (not shown). There-
fore, during normal machine operation and while the trac-
tion device 8 extracts the working band of sheet material
1 from the working reel 6, the operator has more than
enough time to install the replacement reel 7 in the cor-
responding support 4, 5, in order to pass a portion of the
replacement band of sheet material 2 through corre-
sponding rollers 20 and hold the initial portion 2a of the
replacement band of sheet material 2 in the position pre-
pared for splicing by means of the corresponding auxil-
iary replacement band holding device 16, 17.

[0025] Each support 4, 5 has associated therewith a
corresponding diameter detector 35, 36 arranged to de-
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tect a diameter indicating the proximity of the end of the
reel for that reel acting as the working reel 6. When said
diameter detector 35, 36 detects that the working reel 6
is close to being used up, it generates a signal from which
a sound and/or light warning device (not shown) is acti-
vated, which indicates to an operator that he must be
prepared to splice an end portion 1a of the working band
of sheet material 1 with aninitial portion 2a of the replace-
ment band of sheet material 2 by means of the splicing
device 50. Each reel 6, 7 has associated therewith an
end-of-reel detector 18, 19, for example in the form of a
photocell installed on a pivoting arm and arranged to de-
tect the end of the reel or absence of working band of
sheet material 1 in that reel acting as the working reel 6.
When said end-of-reel detector 18, 19 detects the end
of the reel it generates a signal from which a working
band holding device 12 is activated, said working band
holding device 12 being arranged for holding the working
band of sheet material 1 against said splicing table 9 such
that said end portion 1a of the working band of sheet
material 1 is arranged on the splicing table 9.

[0026] From the time that the working band of sheet
material 1is held to the splicing table 9, the traction device
8, without stopping, starts to extract the working band of
sheet material 1 from the accumulator device 14 while
the mobile support 32 gradually approximates the mobile
rollers 20b to the stationary rollers 20a, providing the op-
erator with the time necessary to perform splicing by
means of the splicing device 50 without the machine be-
ing stopped. The frame 31 of the band supply unit 100
has side windows (not shown) for providing comfortable
access to the splicing device 50 for the operator respon-
sible for splicing.

[0027] Figure 3 shows the mentioned splicing table 9,
which has a surface 9a on which the working band of
sheet material 1 circulates in the forward movement di-
rection D during normal machine operation. At a down-
stream end of the splicing table 9 there is arranged the
mentioned working band holding device 12, which can
be of the type provided with one or more pneumatically
inflatable holding membranes, similar to that described
above in relation to the first and second auxiliary replace-
ment band holding devices 16, 17. At an upstream end
of the splicing table 9 there is arranged a replacement
band holding device 13, which can be operated manually
by the operator responsible for splicing for holding said
initial portion 2a of the replacement band of sheet mate-
rial 2 on the splicing table 9. The working and replace-
ment band holding devices 12, 13 are located such that
both initial and end portions 1a, 2a of the working and
replacement bands of sheet material 1, 2 are, once held,
mutually superimposed on a portion of the surface 9a of
the splicing table 9 between the working and replacement
band holding devices 12, 13, in which there is preferably
located a cutting guide 10. In the illustrated example, the
mentioned cutting guide 10 comprises a slit formed
through the splicing table 9 in a direction transverse to
the working band of sheet material 1. This slit has a width
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sized to receive a blade of a cutting tool 21 (Figure 6)
and a length greater than the width of the working and
replacement bands of sheet material 1, 2. In the splicing
table 9 there is also an adhesive tape supply device 11
adjacent to an edge of the working band of sheet material
1 and aligned with the cutting guide 10.

[0028] The replacement band holding device 13 com-
prises, for example, a bar articulated at one end and con-
nected at the opposite end to a cam mechanism that can
be operated by a lever 13a. So, when the working band
of sheet material 1 is held to the splicing table 9 by the
working band holding device 12, the operator can deac-
tivate the corresponding auxiliary replacement band
holding device 16, 17, grip the initial portion 2a of the
replacement band of sheet material 2 which is in the pre-
pared position and pass it under the bar of the replace-
ment band holding device 13 to place it in position on the
splicing table, overlapping the end portion 1a of the work-
ing band of sheet material 1 previously held, and then
operating the replacement band holding device 13 for
holding the initial portion 2a of the replacement band of
sheet material 2 to the splicing table 9.

[0029] Figure 5 shows the working and replacement
bands of sheet material 1, 2 held to the splicing table 9
in the splicing position, with the initial portion 2a of the
replacement band of sheet material 2 superimposed on
the end portion 1a of the replacement band of sheet ma-
terial 2. Then, as is shown in Figure 6, the operator will
cut both initial and end portions 1a, 2a of the working and
replacement bands of sheet material 1, 2 on the splicing
table 9 inserting a cutting blade of the mentioned cutting
tool 21 into the slit forming the cutting guide and moving
it along the cutting guide 10, as is shown in Figure 6. The
cutting tool 21 can be, for example, a manual tool, such
as a cutter, handled by the operator. Then, the operator
will remove overlapping excess cut portions 1b, 2b from
both bands of sheet material 1, 2 such that the initial and
end portions 1a, 2a of the working and replacement
bands of sheet material 1, 2 will have abutting facing
adjacent cut edges, as is shown in Figure 7. Finally, the
operator will butt splice the initial and end portions 1a,
2a of the working and replacement bands of sheet ma-
terial 1, 2 by means of a piece of adhesive tape 11a sup-
plied from said adhesive tape supply device 11, as is
illustrated in Figure 8. It must be taken into account that
in Figures 5 to 8, the thicknesses of the working and
replacement bands of sheet material 1, 2 and of the ad-
hesive tape 11a are exaggerated for better clarity of the
drawing.

[0030] Once the splicing has ended, the operator will
act on a completed splice control (not shown), and as a
consequence of a signal generated thereby the working
band holding device 12 will be deactivated and the trac-
tion device 8 will start to extract the working band of sheet
material 1 from the replacement reel 7, which now acts
as the working reel 6, while the accumulator device 14
is gradually recovered under the action of an actuator 33
moving the mobile support 32 to move the mobile rollers
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20b away from the stationary rollers 20a. Then, the empty
previous working reel 6 can be replaced with a new re-
placement reel 7 in the upper support 4, and so on and
so forth.

[0031] Figure 4 shows a splicing table 9 according to
an alternative embodiment, which is similar to the one
described above in relation to Figure 3, but with the ad-
dition of a second cutting guide 10 and a second adhesive
tape supply device 11 aligned with said second cutting
guide 10. Both first and second cutting guides 10 are
mutually parallel and are separated by a distance differ-
ent from the width of the containers to subsequently be
made in said container forming unit 200 from the working
band of sheet material 1. Therefore, the operator will
choose one or the other of the first and second cutting
guides 10 so that the splice does not coincide with one
of the sites where the band will be heat-welded and cut
after being folded in the container forming unit so as to
not create problems in the container forming unit 200.
Accordingly, the splice will always be included in one of
the containers 3. Therefore, one of the containers formed
in halves by the initial and end portions 1a, 2a of the
working and replacement bands of sheet material 1, 2
joined by adhesive tape 11 will be formed and filled like
the others. A splice detector is arranged downstream of
the splicing device 50, and said filling unit 300 has means
for rejecting the container including the splice towards
the mentioned rejection ramp 67 in response to a signal
coming from said splice detector. The photocell 56, for
example, arranged in the inspection station of the con-
tainer forming unit 200 can be used as a splice detector.
[0032] A person skilled in the art will understand that
the cutting guide 10, or each of the two cutting guides
10, may have other configurations, for example a rail
along which a slide carrying the cutting tool 21 would
shift. Alternatively, the cutting guide 10, or the two cutting
guides 10, could be omitted if the surface 9a of the splic-
ing table 9 was suitable for withstanding the action of the
cutting blade of the cutting tool 21, such that a trained
operator could make the transverse cut of the two end
and initial portions 1a, 2a of the working and replacement
bands of sheet material 1, 2 manually, given that the pos-
sible lack of straightness of the cut would be absorbed
by the width of the adhesive tape 11a.

[0033] Againin reference to Figure 2, the band supply
unit 100 comprises brake devices 22, 23 for applying a
brake to the rotation of the reel acting as the working reel
6. Each of said brake devices 22, 23 comprises a brake
shoe 22a, 23a, which is thrust against a surface of the
core of the corresponding reel by the action of a corre-
sponding pneumatic actuator 24, 25. The thrust force ex-
erted by said pneumatic actuator 24, 25, and accordingly
the braking force, is controlled by an electro-pneumatic
proportional pressure regulator (not shown) configured
to adapt the pneumatic pressure supplied to the pneu-
matic actuator 24, 25 to machine operating conditions
during production work. To that end, the band supply unit
100 comprises a tension detector device 26 arranged to
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detect the tension of the working band of sheet material
1 downstream of the traction device 8 and a diameter
detector 37, 38 arranged to detect a diameter of the par-
tially unwound working reel 6 that is less than the diam-
eter of the complete working reel 6, and the mentioned
electro-pneumatic  proportional pressure regulator
adapts the braking force in response to a signal repre-
sentative of the tension of the working band of sheet ma-
terial 1 generated by said tension detector device 26 and
to a signal representative of the diameter of the working
reel 6 generated by said diameter detector 37, 38.
[0034] Thetensiondetector device 26 comprises a plu-
rality of stationary rollers 20c alternating with a plurality
of mobile rollers 20d installed on a pivoting arm 27, and
the working band of sheet material 1 is passed over said
alternating stationary and mobile rollers 20c, 20d, such
that the tension of the working band of sheet material 1
thrusts said pivoting arm 27 towards a direction which
tends to move the mobile rollers 20d closer to the sta-
tionary rollers 20c, and elastic means 28, such as a pneu-
matic cylinder, are arranged to thrust the pivoting arm 27
towards the opposite direction. Variations in the tension
of the working band of sheet material 1 cause swinging
movements of the pivoting arm 27, and said movements
of the mentioned pivoting arm 27 are transmitted, for ex-
ample through a linkage 34, to a positional detector 29,
which generates said signal representative of the tension
of the working band of sheet material 1. The mentioned
positional detector 29 can be, for example, a potentiom-
eter.

[0035] The embodiment shown in Figure 2 shows one
of said diameter detectors 37, 38 arranged in relation to
each of the supports 4, 5 to detect the diameter of the
working reel 6 regardless of the support 4, 5 on which it
is installed. Each diameter detector 37, 38 can be, for
example, a photocell facing a side surface of the working
reel 6 formed by the successive layers of the working
band of sheetmaterial 1 and ata pre-determined distance
from the axis of the reel. As the working band of sheet
material 1 is extracted from the working reel 6, the diam-
eter thereof decreases and when the side surface of the
reel disappears from in front of the diameter detector 37,
38, the latter generates the mentioned signal represent-
ative of the diameter reached by the working reel 6. Two
ranges of diameters of the reel are detected with a single
diameter detector 37, 38: a first range between the di-
ameter of the complete reel and the detected diameter;
and a second range between the detected diameter and
the diameter of the empty reel, and given that the different
diameters are proportional to different degrees of inertia
of the working reel 6, the braking force can be controlled
depending on two degrees of inertia of the working reel
6 in addition to the degree of variable tension of the work-
ing band of sheet material 1. Alternatively, by installing
a plurality of diameter detectors in relation to the working
reel 6 the braking force could be controlled depending
on a larger number of degrees of inertia.

[0036] In an alternative embodiment, the same diam-
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eter detectors 35, 36 used to detect the diameter indicat-
ing the proximity of the end of the reel can be used as
diameter detectors for the control of the braking force.
[0037] A person skilled in the art will be able to make
modifications and variations from the embodiments
shown and described without departing from the scope
of the present invention. For example, the splicing oper-
ations performed manually by an operator could be au-
tomated by applying elements and techniques well
known in the field of automatisms. Instead of being built
into the horizontal packaging machine, the band supply
unit 100 could be anindependent unit that can be coupled
to any container forming unit or horizontal packaging ma-
chine. The scope of the present invention is defined in
the attached claims.

Claims

1. A horizontal packaging machine including an un-
winder with a splicing device for changing reels with-
out stopping the machine, of the type comprising a
band supply unit (100) for supplying a band of sheet
material (1, 2) from a reel, a container forming unit
(200) for forming containers (3) from said band of
sheet material (1, 2), and a filling unit (300) for filling
said containers (3) coming from said container form-
ing unit (200), closing them and delivering them to
an outfeed conveyor, said units being arranged con-
secutively in the forward movement direction of the
band of sheet material, in which said band supply
unit (100) comprises:

supports (4, 5) for rotatably supporting two reels
which act alternately as a working reel (6) and
a replacement reel (7);

a plurality of rollers (20) for directing a working
band of sheet material (1) coming from said
working reel (6) to said container forming unit
(200) through an accumulator device (14);

a traction device (8) arranged downstream of
said accumulator device (14) for unwinding the
working reel (6) by pulling on said working band
of sheet material (1); and

a splicing device (50) located between the work-
ing reel (6) and the accumulator device (14) for
splicing an end portion (1a) of the working band
of sheet material (1) with an initial portion (2a)
ofareplacement band of sheet material (2) com-
ing from said replacement reel (7) while said
traction device (8) extracts the working band of
sheet material (1) from the accumulator device
(14),

characterized in that said splicing device (50)
comprises:

a splicing table (9) on which the working
band of sheet material (1) circulates during
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normal machine operation, with at least one
adhesive tape supply device (11) adjacent
to an edge of the working band of sheet ma-
terial (1);

aworking band holding device (12) for hold-
ing said end portion (1a) of the working band
of sheet material (1) on the splicing table
(9); and

a replacement band holding device (13) for
holding said initial portion (2a) of said re-
placement band of sheet material (2) on the
splicing table (9), both initial and end por-
tions (1a, 2a) of the working and replace-
ment bands of sheet material (1, 2) being
mutually superimposed on the splicing table
),

such that both working and replacement
bands of sheet material (1, 2) are cut trans-
versely at the same time by a cutting tool
(21) and, once excess cut portions (1b, 2b)
are removed from both bands of sheet ma-
terial (1, 2), they are butt spliced by means
of adhesive tape (11a) supplied from said
adhesive tape supply device (11),

the splicing device (50) further comprising
firstand second auxiliary replacement band
holding devices (16, 17) for alternately hold-
ing the initial portion (2a) of the band of
sheet material (2) coming from one of the
two reels acting as the replacement reel (7)
in a position prepared for splicing, adjacent
to the splicing table (9).

The machine according to claim 1, characterized in
that said working band holding device (12) is oper-
ated and automatically activated in response to a
signal generated by an end-of-reel detector (18, 19),
and in that said replacement band holding device
(13) is operated and manually activated by an oper-
ator.

The machine according to claim 1, characterized in
thatsaid firstand second auxiliary replacementband
holding devices (16, 17) are operated by actuating
means and activated in response to a control actu-
ated by an operator.

The machine according to claim 1, characterized in
that the splicing table (9) has associated therewith
atleast one cutting guide (10) transverse to the work-
ing band of sheet material (1) and aligned with the
adhesive tape supply device (11).

The machine according to claim 4, characterized in
that the splicing table (9) has associated therewith
a second cutting guide (10) and a second adhesive
tape supply device (11) adjacent to an edge of the
working band of sheet material (1) and aligned with
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said second cutting guide (10), both first and second
cutting guides (10) being mutually parallel and sep-
arated by a distance different from the width of the
containers to be made from the working band of
sheet material (1) in said container forming unit
(200).

The machine according to claim 1, 4 or 5, charac-
terized in that a splice detector is arranged down-
stream of the splicing device (50) and said container
forming unit (200) or said filling unit (300) has means
for rejecting a container formed by the initial and end
portions (1a, 2a) of the working and replacement
bands of sheet material (1, 2) joined by adhesive
tape (11) in response to a signal coming from said
splice detector.

The machine according to claim 4 or 5, character-
ized in that said cutting guide (10) comprises a slit
formed through the splicing table (9) in a direction
transverse to the working band of sheet material (1),
said slit having a width sized to receive a blade of
said cutting tool (21) and a length greater than the
width of the working and replacement bands of sheet
material (1,2).

The machine according to claim 1, characterized in
that the cutting tool (21) is a manual tool handled by
an operator.

The machine according to any previous claim, char-
acterized in that it comprises a sound and/or light
warning device which is activated in response to a
signal generated by a diameter detector (35, 36) ar-
ranged to detect a diameter indicating the proximity
of the end of the reel in the working reel (6).

The machine according to claim 1, characterized in
that it comprises brake devices (22, 23) for applying
a brake to the rotation of the reel acting as a working
reel (6), each of said brake devices (22, 23) com-
prising a brake shoe (22a, 23a) thrust against a sur-
face of the corresponding reel by a pneumatic actu-
ator (24, 25) and an electro-pneumatic proportional
pressure regulator arranged for controlling the thrust
force of said pneumatic actuator (24, 25) inresponse
to one signal representative of the tension of the
working band of sheet material (1) and a signal rep-
resentative of the diameter of the working reel (6).

The machine according to claim 10, characterized
in that said signal representative of the tension of
the working band of sheet material (1) is generated
by a tension detector device (26) arranged to detect
the tension of the working band of sheet material (1)
downstream of the traction device (8), and in that
said signal representative of the diameter of the
working reel (6) is generated by atleast one diameter
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detector (37, 38) arranged to detect a diameter of
the partially unwound working reel (6) that is less
than the diameter of the complete working reel (6),
said diameters corresponding to different inertias of
the working reel (6).

12. A band supply unit applicable to a horizontal pack-

aging machine, of the type comprising:

supports (4, 5) for rotatably supporting two reels
which act alternately as a working reel (6) and
a replacement reel (7);

a plurality of rollers (20) for directing a working
band of sheet material (1) coming from said
working reel (6) to a subsequent unit through an
accumulator device (14);

a traction device (8) arranged downstream of
said accumulator device (14) for unwinding the
working reel (6) by pulling on said working band
of sheet material (1); and

a splicing device (50) located between the work-
ing reel (6) and the accumulator device (14) for
splicing an end portion (1a) of the working band
of sheet material (1) with an initial portion (2a)
ofareplacementband of sheet material (2) com-
ing from said replacement reel (7) while said
traction device (8) extracts working band of
sheet material (1) from the accumulator device
(14),

characterized in that said splicing device (50)
comprises:

a splicing table (9) on which the working
band of sheet material (1) circulates, with
at least one adhesive tape supply device
(11) adjacent to an edge of the working band
of sheet material (1);

aworking band holding device (12) for hold-
ing said end portion (1a) of the working band
of sheet material (1) on the splicing table
(9); and

a replacement band holding device (13) for
holding said initial portion (2a) of said re-
placement band of sheet material (2) on the
splicing table (9), being both initial and end
portions (1a, 2a) of the working and replace-
ment bands of sheet material (1, 2) mutually
superimposed on the splicing table (9),
such that both working and replacement
bands of sheet material (1, 2) are cut trans-
versely at the same time by a cutting tool
(21) and, once excess cut portions (1b, 2b)
are removed from both bands of sheet ma-
terial (1, 2), they are butt spliced by means
of adhesive tape (11a) supplied from said
adhesive tape supply device (11),

wherein the splicing device (50) further
comprises first and second auxiliary re-
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placement band holding devices (16, 17) for
alternately holding the initial portion (2a) of
the band of sheet material (2) coming from
the one of the two reels acting as the re-
placementreel (7) in a position prepared for
splicing, adjacent to the splicing table (9).

Patentanspriiche

1.

Horizontale Verpackungsmaschine aufweisend ei-
nen Abwickler mit einer Verbindungsvorrichtung fiir
den Austausch von Spulen ohne die Maschine an-
halten zu missen, der Art umfassend eine Bandver-
sorgungseinheit (100) fur die Versorgung von einem
Band aus Folienmaterial (1, 2) aus einer Spule, eine
Behalterbildungseinheit (200) fir die Bildung von
Behaltern (3) aus dem genannten Band aus Folien-
material (1, 2) und eine Fillungseinheit (300) fur die
Fillung der genannten Behalter (3), welche aus der
genannten Behalterbildungseinheit (200) kommen,
den Verschluss und die Abgabe derselben an einen
Auslaufférderer, wobei die genannten Einheiten
nacheinander in der Vorwartsbewegungsrichtung
des Bands aus Folienmaterial angeordnet sind, wo-
beidie genannte Bandversorgungseinheit (100) Fol-
gendes umfasst:

Trager (4, 5) zum drehbaren Tragen von zwei
Spulen, welche abwechselnd als Arbeitsspule
(6) und als Ersatzspule (7) wirken;

eine Vielzahl von Rollen (20), um ein Arbeits-
band aus Folienmaterial (1),

welches aus der genannten Arbeitsspule (6)
kommt, zur genannten Behalterbildungseinheit
(200) durch eine Sammlervorrichtung (14) zu
flhren;

eine Zugvorrichtung (8), welche stromabwarts
von der genannten Sammlervorrichtung (14) fur
die Abwicklung der Arbeitsspule (6) durch Zie-
hen von dem genannten Arbeitsband aus Foli-
enmaterial (1) angeordnet ist; und

eine Verbindungsvorrichtung (50), welche sich
zwischen der Arbeitsspule (6) und

der Sammlervorrichtung (14) befindet, um einen
Endteil (1a) von dem Arbeitsband aus Folien-
material (1) mit einem Anfangsteil (2a) von ei-
nem Ersatzband aus Folienmaterial (2), wel-
ches vonder genannten Ersatzspule (7) kommt,
wahrend die genannte Zugvorrichtung (8) das
Arbeitsband aus Folienmaterial (1) von der
Sammlervorrichtung (14) abzieht, zu verbinden,
dadurch gekennzeichnet, dass die genannte
Verbindungsvorrichtung (50) Folgendes um-
fasst:

einen Verbindungstisch (9), auf welchen
das Arbeitsband aus Folienmaterial (1)
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wahrend dem normalen Maschinenbetrieb
lauft, wobei zumindest eine Klebebandver-
sorgungsvorrichtung (11) an einen Rand
vondem Arbeitsband aus Folienmaterial (1)
angrenzt;

eine Arbeitsbandhaltevorrichtung (12) zum
Halten des genannten Endteils (1a) von
dem Arbeitsband aus Folienmaterial (1) auf
dem Verbindungstisch (9); und

eine Ersatzbandhaltevorrichtung (13) zum
Halten des genannten Anfangsteils (2a) von
dem Ersatzband aus Folienmaterial (2) auf
dem Verbindungstisch (9), wobei der An-
fangsteil (2a) und der Endteil (1a) von dem
Arbeitsband und dem Ersatzband aus Foli-
enmaterial (1, 2) auf dem Verbindungstisch
(9) einander Uberlagert werden,

so dass sowohl das Arbeitsband als auch
das Ersatzband aus Folienmaterial (1, 2)
mit einem Schneidwerkzeug (21) gleichzei-
tig transversal geschnitten werden und,
wenn die geschnittenen Uberschuissigen
Teile (1b, 2b) von beiden Bandern aus Fo-
lienmaterial (1, 2) entnommen worden sind,
werden diese einer Stossverbindung mit-
tels Klebeband (11a), welches von der ge-
nannten  Klebebandversorgungsvorrich-
tung (11) versorgt wird, unterworfen,
wobei die Verbindungsvorrichtung (50) zu-
satzlich eine erste und eine zweite Hilfser-
satzbandhaltevorrichtung (16, 17) zum ab-
wechselnden Halten des Anfangsteils (2a)
von dem Band aus Folienmaterial (2), wel-
ches aus einer von beiden Spulen kommt,
welche als Ersatzspule (7) wirkt, in einer fur
die Verbindung eingerichtete an den Ver-
bindungstisch (9) angrenzende Stellung,
umfasst.

Maschine nach Anspruch 1, dadurch gekennzeich-
net, dass die genannte Arbeitsbandhaltevorrich-
tung (12) als Antwort auf ein von einem Spulenen-
dedetektor (18, 19) erzeugtes Signal betrieben und
automatisch aktiviert wird, und dass die genannte
Ersatzbandhaltevorrichtung (13) von einem Betrei-
ber betrieben und manuell aktiviert wird.

Maschine nach Anspruch 1, dadurch gekennzeich-
net, dass die genannte erste und die genannte zwei-
te Hilfsersatzbandhaltevorrichtung (16, 17) von Be-
tatigungsmitteln betrieben und als Antwort auf eine
von einem Betreiber betatigten Steuerung aktiviert
werden.

Maschine nach Anspruch 1, dadurch gekennzeich-
net, dass der Verbindungstisch (9) zumindest mit
einer Schneidefiihrung (10) assoziiert ist, welche
zum Arbeitsband aus Folienmaterial (1) transversal
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ist und mit der Klebebandversorgungsvorrichtung
(11) ausgerichtet ist.

Maschine nach Anspruch 4, dadurch gekennzeich-
net, dass der Verbindungstisch (9) mit einer zweiten
Schneidefiihrung (10) und einer zweiten Klebeband-
versorgungsvorrichtung (11) assoziiert ist, welche
an einen Rand von dem Arbeitsband aus Folienma-
terial (1) angrenzt und mit der genannten zweiten
Schneidefiihrung (10) ausgerichtet ist, wobei die er-
ste und die zweite Schneideflihrung (10) unterein-
ander parallel und durch einen Abstand getrennt
sind, welcher von der Breite der Behalter, welche
aus dem Arbeitsband aus Folienmaterial (1) in der
genannten Behalterbildungseinheit (200) herzustel-
len sind, verschieden ist.

Maschine nach Anspruch 1, 4 oder 5, dadurch ge-
kennzeichnet, dass ein Verbindungsdetektor
stromabwarts von der Verbindungsvorrichtung (50)
angeordnet ist und die genannte Behalterbildungs-
einheit (200) oder die genannte Fullungseinheit
(300) Mittel aufweist, um einen Behalter, welcher aus
dem Anfangsteil (2a) und dem Endteil (1a) von dem
Arbeitsband und dem Ersatzband aus Folienmate-
rial (1, 2) gebildet wird, welche mittels Klebeband
(11) gefiigt sind, als Antwort auf ein von dem ge-
nannten Verbindungsdetektor kommendes Signal
abzustoflen.

Maschine nach Anspruch 4 oder 5, dadurch ge-
kennzeichnet, dass die genannte Schneidefiihrung
(10) eine Nut umfasst, welche durch den Verbin-
dungstisch (9) in einer zum Arbeitsband aus Folien-
material (1) transversalen Richtung gebildet wird,
wobei die genannte Nut eine Breite aufweist, die da-
zu ausgelegt ist, um ein Blatt des genannten
Schneidwerkzeugs (21) aufzunehmen und eine Lan-
ge aufweist, die grofRer als die Breite von dem Ar-
beitsband und dem Ersatzband aus Folienmaterial
(1, 2) ist.

Maschine nach Anspruch 1, dadurch gekennzeich-
net, dass das Schneidwerkzeug (21) ein manuelles
Werkzeug ist, welches von einem Betreiber gehand-
habt wird.

Maschine nach einem der vorstehenden Anspriiche,
dadurch gekennzeichnet, dass sie eine akusti-
sche und/oder leuchtende Warnungsvorrichtung
umfasst, welche als Antwort auf ein von einem
Durchmesserdetektor (35, 36) erzeugtes Signal ak-
tiviert wird, welcher dazu vorgesehen ist, einen
Durchmesser zu erfassen, welcher die Ndhe von
dem Spulenende in der Arbeitsspule (6) angibt.

Maschine nach Anspruch 1, dadurch gekennzeich-
net, dass sie Bremsvorrichtungen (22, 23) umfasst,
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welche die Rotation der Spule, welche als Arbeits-
spule (6) wirkt, bremst, wobei jede der genannten
Bremsvorrichtungen (22, 23) einen Bremsbacken
(22a, 23a) umfasst, welcher gegen eine Flache der
entsprechenden Spule mittels einem pneumati-
schen Stellglied (24, 25) geschoben wird, und einen
elektropneumatischen Proportionalen-Druckregler
umfasst, welcher fir die Steuerung der Schubkraft
des genannten pneumatischen Stellglieds (24, 25)
als Antwort auf ein die Spannung von dem Arbeits-
band aus Folienmaterial (1) darstellendes Signal
und ein den Durchmesser der Arbeitsspule (6) dar-
stellendes Signal angeordnet ist.

Maschine nach Anspruch 10, dadurch gekenn-
zeichnet, dass das genannte die Spannung von
dem Arbeitsband aus Folienmaterial (1) darstellende
Signal von einer Spannungsdetektorvorrichtung
(26) erzeugt wird, welche dazu angeordnet ist, die
Spannung von dem Arbeitsband aus Folienmaterial
(1) stromabwarts von der Zugvorrichtung (8) zu er-
fassen, und dass das genannte den Durchmesser
der Arbeitsspule (6) darstellende Signal von zumin-
dest einem Durchmesserdetektor (37, 38) erzeugt
wird, welcher dazu angeordnet ist, einen Durchmes-
ser der teilweise abgewickelten Arbeitsspule (6) zu
erfassen, welcher kleiner als der Durchmesser der
vollstédndigen Arbeitsspule (6) ist, wobei die genann-
ten Durchmesser verschiedenen Tragheiten der Ar-
beitsspule (6) entsprechen.

Bandversorgungseinheit, welche in einer horizonta-
len Verpackungsmaschine anwendbar ist, der Art
umfassend:

Trager (4, 5) zum drehbaren Tragen von zwei
Spulen, welche abwechselnd als Arbeitsspule
(6) und als Ersatzspule (7) wirken;

eine Vielzahl von Rollen (20), um ein Arbeits-
band aus Folienmaterial (1),

welches aus der genannten Arbeitsspule (6)
kommt, zu einer spateren Einheit durch eine
Sammlervorrichtung (14) zu fihren;

eine Zugvorrichtung (8), welche stromabwarts
von der genannten Sammlervorrichtung (14) fir
die Abwicklung der Arbeitsspule (6) durch Zie-
hen von dem genannten Arbeitsband aus Foli-
enmaterial (1) angeordnet ist; und

eine Verbindungsvorrichtung (50), welche sich
zwischen der Arbeitsspule (6) und

der Sammlervorrichtung (14) befindet, um einen
Endteil (1a) von dem Arbeitsband aus Folien-
material (1) mit einem Anfangsteil (2a) von ei-
nem Ersatzband aus Folienmaterial (2), wel-
ches von der genannten Ersatzspule (7) kommt,
wahrend die genannte Zugvorrichtung (8) das
Arbeitsband aus Folienmaterial (1) von der
Sammlervorrichtung (14) abzieht, zu verbinden,
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dadurch gekennzeichnet, dass die genannte
Verbindungsvorrichtung (50) Folgendes um-
fasst:

einen Verbindungstisch (9), auf welchen
das Arbeitsband aus Folienmaterial (1)
lauft, wobei zumindest eine Klebebandver-
sorgungsvorrichtung (11) an einen Rand
von dem Arbeitsband aus Folienmaterial (1)
angrenzt;

eine Arbeitsbandhaltevorrichtung (12) zum
Halten des genannten Endteils (1a) von
dem Arbeitsband aus Folienmaterial (1) auf
dem Verbindungstisch (9); und

eine Ersatzbandhaltevorrichtung (13) zum
Halten des genannten Anfangsteils (2a) von
dem genannten Ersatzband aus Folienma-
terial (2) auf dem Verbindungstisch (9), wo-
bei der Anfangsteil (2a) und der Endteil (1a)
von dem Arbeitsband und dem Ersatzband
aus Folienmaterial (1, 2) auf dem Verbin-
dungstisch (9) einander Gberlagert werden,
so dass sowohl das Arbeitsband als auch
das Ersatzband aus Folienmaterial (1, 2)
mit einem Schneidwerkzeug (21) gleichzei-
tig transversal geschnitten werden und,
wenn die geschnittenen Uberschissigen
Teile (1b, 2b) von beiden Bandern aus Fo-
lienmaterial (1, 2) entnommen worden sind,
werden diese einer Stossverbindung mit-
tels Klebeband (11a), welches von der ge-
nannten  Klebebandversorgungsvorrich-
tung (11) versorgt wird, unterworfen,
wobei die Verbindungsvorrichtung (50) zu-
satzlich eine erste und eine zweite Hilfser-
satzbandhaltevorrichtung (16, 17) zum ab-
wechselnden Halten des Anfangsteils (2a)
von dem Band aus Folienmaterial (2), wel-
ches aus einer von beiden Spulen kommt,
welche als Ersatzspule (7) wirkt, in einer fur
die Verbindung eingerichtete an den Ver-
bindungstisch (9) angrenzende Stellung,
umfasst.

Revendications

Une machine d’empaquetage horizontale compor-
tant un dérouleur ayant un dispositif de raccorde-
ment pour changer de bobine sans arréter la machi-
ne, du genre comprenant une unité d’alimentation
de bande (100) pour alimenter une bande en maté-
riau en feuille (1,2) d’'une bobine, une unité de for-
mation de boites (200) pour former les boites (3) a
partir de cette bande en matériau en feuille (1,2) et
une unité de remplissage (300) pour remplir ces boi-
tes (3) provenant de cette unité de formation de boi-
tes (200), en les fermant et en les livrant a un con-
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voyeur de sortie, ces unités étant aménagées con-
sécutivement dans le sens de I'avancement de la
bande en matériau en feuille, dans laquelle cette uni-
té d’alimentation de bande (100) comporte:

des supports (4,5) pour supporter de maniere
rotative deux bobines agissant tour a tour com-
me bobine de travail (6) et bobine de remplace-
ment (7);

une pluralité de rouleaux (20) pour diriger une
bande de travail en matériau en feuille (1) pro-
venant de cette bobine de travail (6) a cette unité
de formation de boites (200) a travers un dispo-
sitif accumulateur (14);

un dispositif de traction (8) aménagé en aval de
ce dispositif accumulateur (14) pour dérouler la
bobine de travail (6) en tirant sur cette bande de
travail en matériau en feuille (1), et

un dispositif de raccordement (50) situé entre la
bobine de travail (6) et le dispositif accumulateur
(14) pour raccorder une portion d’extréemité (1a)
de la bande de travail en matériau en feuille (1)
a une portion initiale (2a) d’'une bande de rem-
placement en matériau de travail (2) provenant
de cette bobine de remplacement (7) tandis que
ce dispositif de traction (8) extrait la bande de
travail en matériau en feuille (1) du dispositif ac-
cumulateur (14),

caractérisée en ce que ce dispositif de raccor-
dement (50) comporte:

une table de raccordement (9) sur laquelle
la bande de travail en matériau en feuille (1)
circule durant le fonctionnement normal de
la machine, avec au moins un dispositif
d’alimentation en ruban adhésif (11) adja-
cent a un bord de la bande de travail en
matériau en feuille (1);

un dispositif pour retenir la bande de travail
(12) pour retenir cette portion d’extrémité
(1a) de la bande de travail en matériau en
feuille (1) sur la table de raccordement (9);
et

un dispositif pour retenir la bande de rem-
placement (13) pour retenir cette portion ini-
tiale (2a) de cette bande de remplacement
en matériau en feuille (2) surla table de rac-
cordement (9) les deux portions initiale et
d’extrémité (1a, 2a) des bandes de travail
et de remplacement en matériau en feuille
(1,2) étant mutuellement superposées sur
la table de raccordement (9).

de sorte qu’aussi bien la bande de travail
que celle de remplacement en matériau en
feuille (1,2) sont tranchées transversale-
ment en méme temps par un outil tranchant
(21) et, dés que les portions découpées ex-
cédantes (1b, 2b) sont retirées des deux
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bandes en matériau en feuille (1,2), elles
sont raccordées bout a bout au moyen d’'un
ruban adhésif (11a) alimenté par ce dispo-
sitif d’alimentation de ruban adhésif (11).
le dispositif de raccordement (50) compor-
tant en plus des premier et deuxiéme dis-
positif auxiliaires pour retenir la bande de
remplacement (16, 17) pour retenir tour a
tour la portion initiale (2a) de la bande en
matériau de feuille (2) provenant d’'une des
deux bobines agissant comme bobine de
remplacement (7) dans une position préte
pour le raccordement, adjacente a la table
de raccordement (9).

La machine conformément a la revendication 1, ca-
ractérisée en ce que ce dispositif (12) pour retenir
la bande de travail est actionné et automatiquement
activé pour répondre a un signal généré par un dé-
tecteur de fin de bobine (18, 19), et en ce que ce
dispositif pour retenir labande de remplacement (13)
est actionné et activé a la main par un opérateur.

La machine conformément a la revendication 1, ca-
ractérisée en ce que ces premier et deuxiéme dis-
positifs auxiliaires pour retenir la bobine de rempla-
cement (16,17) sont actionnés par des moyens d’en-
trailnement et activés pour répondre a une comman-
de actionnée par un opérateur.

La machine conformément a la revendication 1, ca-
ractérisée en ce que la table de raccordement (9)
posséde au moins un guide de coupe (10) relié a
celle-ci transversal a la bande de travail en matériau
en feuille (1) et aligné au dispositif d’alimentation de
ruban adhésif (11).

La machine conformément a la revendication 4, ca-
ractérisée en ce que la table de raccordement (9)
posséde un deuxiéme guide de coupe (10) relié a
celle-ci et un deuxiéme dispositif d’alimentation de
ruban adhésif (11) adjacent a un bord de la bande
de travail en matériau en feuille (1) et aligné a ce
deuxiéme guide de coupe (10) les premier et deuxie-
me guides de coupe (10) étant mutuellement paral-
leles et écartés par une distance différente de la lar-
geur des boites a fabriquer a partir de la bande de
travail en matériau en feuille (1) dans cette unité de
formation de boites (200).

La machine conformément a la revendication 1, 4
ou 5, caractérisée en ce qu’un détecteur de rac-
cordement estaménagé en aval du dispositif de rac-
cordement (50) et cette unité de formation de boites
(200) ou cette unité de remplissage (300) possede
des moyens pour rejeter une boite formée par les
portions initiale et finale (1a, 2a) des bandes de tra-
vail et de remplacement en matériau en feuille (1,2)
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unies par un ruban adhésif (11) en répondant au
signal provenant de ce détecteur de raccordement.

La machine conformément a la revendication 4 ou
5, caractérisée en ce que ce guide de coupe (10)
comporte une fente formée a travers la table de rac-
cordement (9) en sens transversal a la bande de
travail en matériau en feuille (1), cette fente ayant
une largeur dontlataille permet de recevoir une lame
de cetoutiltranchant (21) et une longueur supérieure
a la largeur des bandes de travail et de remplace-
ment en matériau en feuille (1,2).

La machine conformément a la revendication 1, ca-
ractérisée en ce que ce que l'outil tranchant (21)
est un outil manuel manié par un opérateur.

La machine conformément a une quelconque des
revendications précédentes, caractérisée en ce
qu’elle comporte un dispositif acoustique et/ou lu-
mineux qui est activé pour répondre a un signal gé-
néré par un détecteur de diametre (35, 36) indiquant
la proximité de la fin de bobine dans la bobine de
travail (6).

La machine conformément a la revendication 1, ca-
ractérisée en ce qu’elle comporte des dispositifs
de frein (22, 23) pour freiner la rotation de la bobine
agissant comme bobine de travail (6), chacun de ces
dispositifs de frein (22, 23) comportant un sabot de
frein (22a, 23a) poussé contre une surface de la bo-
bine correspondante parun actionneur pneumatique
(24, 25) et un régulateur de pression proportionnelle
électropneumatique aménagé pour contréler laforce
de poussée de cet actionneur pneumatique (24, 25)
pour répondre a un signal représentatif de la tension
de la bande de travail en matériau en feuille (1) et
un signal représentatif du diametre de la bobine de
travail (6).

La machine conformément a la revendication 10, ca-
ractérisée en ce que ce signal représentatif de la
tension de la bande de travail en matériau en feuille
(1) est généré par un dispositif détecteur de tension
(26) aménagé pour détecter la tension de la bande
de travail en matériau en feuille (1) en aval du dis-
positif de traction (8) et en ce que ce signal repré-
sentatif du diamétre de la bobine de travail (6) est
géneéré par au moins un détecteur de diametre (37,
38) aménagé pour détecter un diamétre de la bobine
de travail déroulée en partie (6) qui est inférieur au
diametre de la bobine de travail compléte (6), ces
diamétres correspondant a des inerties différentes
de la bobine de travail (6).

Une unité d’alimentation de bande applicable a une
machine d’empaquetage horizontale, du genre com-
portant:



25 EP 2 233 399 B1

des supports (4,5) pour supporter de maniére
rotative deux bobines agissant tour a tour com-
me bobine de travail (6) et bobine de remplace-
ment (7);

une pluralité de rouleaux (20) pour diriger une
bande de travail en matériau en feuille (1) pro-
venant de cette bobine de travail (6) a une unité
suivante a travers un dispositif accumulateur
(14);

un dispositif de traction (8) aménagé en aval de
ce dispositif accumulateur (14) pour dérouler la
bobine de travail (6) en tirant sur cette bande de
travail en matériau en feuille (1); et

un dispositif de raccordement (50) situé entre la
bobine de travail (6) et le dispositif accumulateur
(14) pour raccorder une portion d’extrémité (1a)
de la bande de travail en matériau en feuille (1)
a une portion initiale (2a) d’'une bande de rem-
placement en matériau en feuille (2) provenant
de cette bobine de remplacement (7) tandis que
ce dispositif de traction (8) extrait la bande de
travail en matériau en feuille (1) du dispositif ac-
cumulateur (14),

caractérisé en ce que ce dispositif de raccor-
dement (50) comporte:

une table de raccordement (9) sur laquelle
la bande de travail en matériau en feuille (1)
circule, avec au moins un dispositif d’ali-
mentation en ruban adhésif (11) adjacent a
un bord de la bande de travail en matériau
en feuille (1);

un dispositif pour retenir la bande de travail
(12) pour retenir cette portion d’extrémité
(1a) de la bande de travail en matériau en
feuille (1) sur la table de raccordement (9);
et

un dispositif pour retenir la bande de rem-
placement (13) pour retenir cette portion ini-
tiale (2a) de cette bande de remplacement
en matériau en feuille (2) sur latable de rac-
cordement (9) les deux portions initiale et
d’extrémité (1a, 2a) des bandes de travail
et de remplacement en matériau en feuille
(1,2) étant mutuellement superposées sur
la table de raccordement (9).

de sorte qu’aussi bien la bande de travail
que la bande de remplacement en matériau
en feuille (1,2) sont tranchées transversa-
lement en méme temps par un outil tran-
chant (21) et, dés que les portions décou-
pées excédants (1b, 2b) sont retirées des
deux bandes en matériau en feuille (1,2),
elles sont raccordées bout a bout au moyen
d’'un ruban adhésif (11a) alimenté par ce
dispositif d’alimentation de ruban adhésif
(11).

dans laquelle le dispositif de raccordement
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(50) comporte en plus un premier et un
deuxiéme dispositifs auxiliaires pour retenir
la bande de remplacement (16, 17) pour re-
tenir tour a tour la portion initiale (2a) de la
bande en matériau de feuille (2) provenant
d’'une des deux bobines agissant comme
bobine de remplacement (7) dans une po-
sition préte pour le raccordement, adjacen-
te a la table de raccordement (9).
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