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Description

[0001] The present invention relates to a plant and a
method for lateral wrapping of products by means of plas-
tic film, advantageously of the heat-shrinkable type.
[0002] Among the plants for performing wrapping with
plastic film known from the prior art there are those which
comprise a wrapping station (sometimes referred to as
"curtain" stations) in which a strip of film is stretched, in
a vertical plane, transverse to the direction of movement
of the product in the station. The product thus comes into
contact with the strip and draws it along until itis partially
wrapped by it. A pair of vertical blades are then operated
in order to close the strip behind the product, weld its
edges and cut it. The strip is then joined together again
behind the wrapped product, so that it is ready to wrap
the next product. In the case of heat-shrinkable film, the
wrapped product is conveyed to a heat-shrinking station
in order to complete the packing process. Since the
height of the strip is related to the height of the product
to be packaged (usually the strip must be folded over by
a small, but not excessive amount onto the top and bot-
tom faces of the product), in the case where itis required
to package products of different height, separate pack-
aging lines are required, i.e. one for each height, with not
insignificant costs and dimensions. Alternatively, if the
changes are occasional, it is possible to use only one
line, enduring a somewhat long line stoppage in order to
replace rolls of film with those having a new height. The
same problems occur if it is required to wrap the products
with different types of film.

[0003] EP 0,183,676 describes aplantformed by a sin-
gle station having a plurality of wrapping units. Each unit
comprises two reels which are already joined together
and spaced so as to form the strip of transverse film. The
units are movable so that they may be inserted, from the
top or from one side, transversely with respect to the
product conveying line so as to replace each other inside
the station at the location of cutting and welding systems
which form the package in the station. The system is,
however, complex and not flexible, not allowing the easy
addition of other types of film.

[0004] Document EP0183676A discloses a plant ac-
cording to the preamble of claim 1.

[0005] The general object of the present invention is
to provide a plant which allows the simultaneous man-
agement of different types of film rapidly and efficiently,
for example in order to wrap products which have a dif-
ferent height or which in any case require one of such
different types of film.

[0006] In view of this object, the idea according to the
presentinvention is to provide a plant as claimed in Claim
1.

[0007] Still according to the principles of the invention,
the idea is that of providing a method for the lateral wrap-
ping, using plastic film, of products which travel along a
conveying line, comprising the steps of arranging along
the line a series of lateral-wrapping stations, each de-
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signed to wrap products with a predetermined film
stretched transversely with respect to the conveying line,
and causing the products to pass through all the stations,
raising above a passing product the film in the stations
which are not equipped with the film required for that
product and lowering the film in front of the product in a
station equipped for wrapping that product with the de-
sired film.

[0008] Still according to the principles of the invention,
the idea is that of providing a station (not claimed) for
lateral wrapping of products by means of plastic film, able
to be passed through by a line for conveying the products
in sequence and comprising a wrapping system formed
by two vertical-axis rolls of film which are arranged on
opposite sides so as to dispense transversely with re-
spectto the line a strip of film stretched between the rolls,
the station also comprising vertical welding blades which
are located opposite each other on the two sides of the
line, said blades being movable towards each other for
welding and cutting the strip of film around a product
made to pass through the station and against the trans-
verse strip, characterized in that the rolls are supported
in the station so as to be movable vertically in a control-
lable manner for displacement between a lowered oper-
ative position for wrapping a product passing through the
station and a raised non-operative position for allowing
a product to pass through the station without coming into
contact with the transverse strip.

[0009] In order to illustrate more clearly the innovative
principles of the present invention and its advantages
compared to the prior art, an example of embodiment
applying these principles will be described below, with
the aid of the accompanying drawings. In the drawings:

- Figures 1 and 2 show schematic side elevation views
of a plant according to the invention;

- Figures 3, 4 and 5 show a schematic side elevation,
plan and front view, respectively, of a packaging sta-
tion according to the invention;

- Figure 6 shows a view, similar to that of Figure 3,
but with the station in a different condition.

[0010] With reference to the figures, Figure 1 shows a
plant, denoted generally by 10, for wrapping products by
means of plastic film.

[0011] The plant 10 comprises a line 11 for conveying
in sequence products 12 to be wrapped with film. The
products may be formed by packs of material arranged
on a pallet so as to form a parallelepiped. For example,
the packs may consists of bricks, paper-mill products,
etc.

[0012] The conveying line is essentially of the known
type and therefore will not be described or shown here
in detail. It generally comprises a support surface on
which the products are placed in order to be conveyed
through the plant between a loading zone and an unload-
ing zone. The line may advantageously be formed, for
example, by means of a belt or chain conveyor.
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[0013] The conveying line 10 passes in sequence
through vertical-wrapping stations 13 which are arranged
along the line. As will be described in greater detail blow,
each station has a "curtain" type system for performing
lateral wrapping of a product 12 which passes through
the station. The wrapping system 14 has a strip of film
25 which is arranged transverse to the line so as to wrap
a product which passes through the station. The wrap-
ping systems 14 are motor-driven so as to be movable
vertically in a controllable manner for displacement be-
tween a lowered operative position (such as that shown
for the first left-hand station in Figure 1) for wrapping a
passing product in the station and a raised non-operative
position (such as that shown for the other stations in Fig-
ure 1) for allowing a product to pass through the station
without coming into contact with the strip of film.

[0014] Advantageously an overhead conveyor 15 (for
example with a travel path 16 along which a shuttle 17
moves) is provided above the stations for conveying rolls
of replacement film 19 to the stations. The conveyor
moves advantageously above and along the product con-
veying line, making use of the space above the stations.
As will become clear below, with a plant with stations
having a structure according to the present invention it
is possible to minimize the space occupied in the vertical
direction by the stations when the replacement reels must
pass through. As a result the plant may be used with the
overhead conveyor also in the case of a room with a low
height, unlike other known solutions.

[0015] Advantageously, the plant10 comprises means
19 for controlling the plant which control operation of the
plant and in particular the vertical displacement of the
wrapping system of each station so as to select the sta-
tion which must wrap the film around a product passing
on the line. The control means 19 (for example a known
electronic system with a suitably programmed microcon-
troller) is able to receive selection commands from an
operator or from a system for electronic detection of the
arriving product.

[0016] In particular, in the case where the stations are
each equipped with a film suitable for a different product
height or height range, a sensor 20 may be provided
ahead of the series of stations 13 in order to detect the
height of the arriving product, said sensor sending this
heightinformation to the control means 19 which are thus
able to decide which station contains the most suitable
film for wrapping the particular product and consequently
lower only the film of this station, allowing the product to
pass freely through the other stations.

[0017] By way of example, Figure 1 shows the plant
upon arrival of a product with a height suitable for
processing by the first station, while Figure 2 shows the
plant upon arrival of a product with a height suitable for
processing by the third station along the line. Advanta-
geously the film used by the plantis of the heat-shrinkable
type. In this case, the conveying line 11, after the wrap-
ping stations, reaches or passes through a known heat-
shrinking station 21.
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[0018] In order to form the system for lateral wrapping
of the products, each station comprises two rolls of film
22 which are supported on their vertical axis and ar-
ranged on opposite sides of the conveying line. The por-
tions of film which are unwound from the two rolls of the
station are joined together to form the strip of film which
is stretched transversely with respect to the conveying
line. In thisway, whentherolls are in the lowered position,
the product comes into contact with the transverse strip
of film and continuing its travel draws the film along with
it and is partially wrapped on the sides. Vertical welding
blades 23 are arranged opposite each other on the two
sides of the line and are movable towards each other for
cutting and welding the strip of film around the product
which passes through the station. During their movement
towards each other the blades weld the film onto the rear
part of the product (thus closing it around the product),
cut the wound film and join together again the two por-
tions in order to form again the transverse strip for wrap-
ping the next product.

[0019] Figures 3 to 6 show in greater detail an advan-
tageous structure of a station 13 according to the inven-
tion and designed to be passed through by the line 11
for conveying the products in sequence.

[0020] As can be clearly seen in Figures 4 and 5, the
station for forming the wrapping system 14 comprises
two rolls of film 22 which are rotatably supported by their
vertical axis 24 and arranged on opposite sides of the
conveying lines so as to dispense transversely with re-
spect to the line the strip of film 25 stretched between
the rolls.

[0021] Each roll is supported by a motor-driven car-
riage 26 which travels vertically along lateral uprights 25
which form part of the fixed structure of the station. Pref-
erably, the two carriages are driven by a same electric
motor 28 via a suitable known mechanism so as to move
in synchronism during their travel upwards and down-
wards between the said operative and non-operative po-
sitions.

[0022] As can be clearly seen in Figure 6, where the
carriage is shown in a position close to the highest posi-
tion, the carriages are arranged close to the base of the
rolls in order to support the respective roll in a projecting
manner, for example by means of a bottom bracket 29
and a top bracket 30, if present, which may be provided
in order to stabilize the axis 24 of rotation of the roll. The
carriages may thus raise the rolls with their top end above
the top end of the lateral uprights. This allows the height
of the stations to be reduced when the rolls are in the
lowered position, while allowing good elevation of the
rolls above the passing products. This is particularly ad-
vantageous for allowing the passage of the overhead
conveyor of the roll replacement system.

[0023] It should be noted that, when the film has been
used up, the overhead conveyor, if arranged in the centre
of the product conveying line, may thus pass between
the empty rolls even when the carriages are in their com-
pletely raised position.
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[0024] Stilladvantageously, the top arm for supporting
the axis of the roll may project from a support 31 which
may be released in relation to the carriage so that it can
be adjusted heightwise, in order to allow rapid adaptation
of the station to a change in height of the film (i.e. the
width of the film in a direction transverse to the strip which
is unrolled) being processed by it. In this way, it is also
possible to provide stations which are all identical and
adapt them to process a given film format depending on
the specific requirements of the plant, also with any de-
sired order of the various heights of film along the line.
[0025] Advantageously, known mechanisms 32 for
guiding and tensioning the film may also be provided,
coupled to each carriage.

[0026] As already mentioned above, the station also
comprises vertical blades 23 located opposite each other
on both sides of the line. These blades, which are ad-
vantageously arranged on the opposite side of the up-
rights with respect to the carriages for raising the film,
comprise a known controlled-heating electric circuit for
welding the portions of film which are broughtinto contact
when the blades are closed towards each other, as
shown schematically in broken lines in Figure 4, after the
product has passed through.

[0027] Advantageously, the structure of the station
comprises a cross beam 33 between the uprights, along
which the cutting and welding blades 23 travel in a con-
trollable manner (by means of a motor 34 with a suitable
known drive system) so as to move between the spaced
apart non-operative position (shown in solid lines in Fig-
ure 5) for allowing the passage of a product and the op-
erative position close to each other (shown in broken
lines in Figure 5) for welding the film folded around the
product and held between the blades.

[0028] According to the method of the invention, firstly
a series of lateral wrapping stations are arranged along
a conveying line, each being designed to wrap the prod-
ucts with a predetermined film stretched transversely with
respect to the conveying line. Then the products are
made to pass through all the stations, raising above a
passing product the film in the stations which are not
equipped with the desired film for that product and low-
ering the film in front of the product in a station equipped
to wrap that product with the desired film. In this way
rapid and efficient processing of products which require
different films may be easily achieved, using a minimum
amount of space and with a minimum complexity of the
plant.

[0029] Atthispointitis clearhow the predefined objects
are achieved with aplant according to the invention which
offers a high degree of flexibility in operational terms, low
format change-over times and small dimensions, also in
the vertical direction. Stations may be easily used along
lines which require a rapid throughput of products without
interference. Moreover, the stations may be easily adapt-
ed to operate in sequence along conveying lines of dif-
ferent types, size and length, while still having a relatively
low space requirement.
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[0030] A method as described above for the lateral
wrapping of products with plastic film results in a high
degree of flexibility and the possibility of using simulta-
neously also a large number of different films.

[0031] Obviously, the above description of an embod-
iment applying the innovative principles of the present
invention is provided by way of example of these inno-
vative principles and must therefore not be regarded as
limiting the scope of the rights claimed herein.

[0032] For example, the stations are advantageously
each equipped with a film for wrapping a different product
height or heightrange and the film in the stations is there-
fore lowered or raised depending on whether or not the
product arriving at the station has a height for which the
station is equipped.

[0033] However, other characteristic features of the
film may be varied among the stations, depending on the
specific packaging requirements. For example, it is pos-
sible to envisage films with different colours or different
physical or chemical properties. With the plant according
to the invention it is in any case possible to select rapidly
the desired film for each specific type of product in arrival.
Selection may be manual or performed by means of suit-
able automatic or semi-automatic devices, also depend-
ing on specific and predetermined characteristics which
are detected in the arriving product.

[0034] The number of stations which can be used may
obviously be of any number and different from that shown
by way of example in the drawings. There is no limit to
the number of stations which can be used in sequence
along the conveying line. Moreover, although a substan-
tially straight conveying line is preferable, other configu-
rations may be envisaged, also in order to make use of
spaces with a particular form and reduce the dimensions
of the plant in certain directions.

Claims

1. Plant for lateral wrapping of products by means of
plastic film, comprising a line for conveying the prod-
ucts in sequence and wrapping with different strips
offilm, comprising a plurality of vertical-wrapping sta-
tions arranged in sequence along the line, each sta-
tion comprising a wrapping system (14) with a strip
of film (25) arranged transverse to the line so as to
wrap a product which passes through the station and
vertical welding blades (23) which are arranged op-
posite each other on the two sides of the line and
which are movable towards each other for cutting
and welding the strip of film around a product which
passes through the station and against the trans-
verse strip, the wrapping systems (14) being mova-
ble vertically in a controllable manner for displace-
ment between alowered operative position for wrap-
ping a product passing through the station and a
raised non-operative position for allowing a product
to pass through the station without coming into con-
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tact with the transverse strip, control means (19) of
the plant performing the vertical displacement of the
wrapping systems (14) between the lowered opera-
tive position and the raised non-operative system so
as to select the station which must wrap the film
around a product passing along the line, the wrap-
ping system (14) comprising two rolls of film (22)
which are supported by their vertical axis and ar-
ranged on opposite sides of the conveying line and
have portions of film which are unrolled from them
and which are joined together to form a strip of film
(25) stretched transversely with respect to the con-
veying line, characterized by the station comprising
a structure with uprights (27) which are lateral with
respect to the conveying line, the rolls (22) being
supported by means of motor-driven carriages (26)
which travel vertically along the lateral uprights so
as to move the rolls between the said operative po-
sition and non-operative positions, and the carriages
(26) are arranged close to the base of the rolls in
order to be able to raise the rolls with their top end
above the lateral uprights.

Plant according to Claim 1, characterized in that
the structure comprises a cross beam (33) between
the uprights (27), along which the cutting and welding
blades (23) travel in a controllable manner so as to
move between a spaced apart non-operative posi-
tion for allowing the passage of a product and an
operative position close together for welding the film
held between the blades.

Plant according to Claim 1, characterized in that
each station is equipped with a film of different height
so that each station is suitable for wrapping products
with a correspondingly different height or height
range.

Plant according to Claim 1, characterized in that
the film is heat-shrinkable and the conveying line,
after the wrapping station, reaches or passes
through a heat-shrinking station (21).

Plant according to Claim 1, characterized in that a
sensor (20) is present along the conveying line,
ahead of the first of the plurality of stations, said sen-
sor detecting the height of a product arriving along
the line and being connected to the control means
in order to perform the selection of the station from
the plurality of stations depending on said height de-
tected.

Plant according to Claim 1, characterized in that
an overhead conveyor (15) for conveying replace-
ment rolls to the stations is arranged above the sta-
tions.

Method for the lateral wrapping, using plastic film, of
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products by means a plant according to claim 1,
which travel along a conveying line, comprising the
steps of arranging along the line a series of stations
for lateral wrapping and welding of the film, each
designed to wrap the products with a predetermined
strip of film stretched transversely with respect to the
conveying line and to cut and weld the strip of film
around a product which passes through the station
and against the strip, and causing the products to
pass through all the stations, raising above a passing
product the film in the stations which are not
equipped with the film required for that product and
lowering the film in front of the product in a station
equipped for wrapping that product with the desired
film.

Method according to Claim 7. wherein the stations
are each equipped with a film for wrapping a different
product height or height range and the film in the
stations is lowered or raised depending on whether
or not the product arriving at the station has a height
for which the station is equipped.

Patentanspriiche

1.

Anlage zum seitlichen Einwickeln von Produkten
mittels einer Plastikfolie, aufweisend eine Linie zum
Fordern der Produkte in Serie und Einwickeln mit
verschiedenen Folienstreifen, aufweisend eine Viel-
zahl von Vertikaleinwickelstationen, die in Serie ent-
lang einer Linie angeordnet sind, wobei

jede Station aufweist:

ein Einwickelsystem (14) mit einem Folienstrei-
fen (25), der quer zu der Linie angeordnet ist,
um ein die Station passierendes Produkt einzu-
wickeln, und

vertikale Schweil’klingen (23), die an den bei-
den Seitender Linie einander gegenuberliegend
angeordnet sind, und die zum Abschneiden und
VerschweilRen der Folienstreifen um ein Produkt
herum, das die Station passiert, und gegentber
dem querverlaufenden Streifen aufeinander zu
bewegbar sind, wobei

das Einwickelsystem (14) auf eine steuerbare
Weise zum Bewegen zwischen einer abgesenk-
ten Betriebsposition zum Einwickeln eines Pro-
duktes, das die Station passiert, und einer an-
gehobenen Nicht-Betriebsposition, um es ei-
nem Produkt zu erlauben, die Station zu passie-
ren, ohne in Kontakt mit dem querverlaufenden
Streifen zu kommen, vertikal bewegbar ist, wo-
bei

Steuermittel (19) der Anlage die vertikale Bewe-
gung des Einwickelsystems (14) zwischen der
abgesenkten Betriebsposition und der angeho-
benen Nicht-Betriebsposition ausfiihren, um die
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Station auszuwahlen, welche die Folie um ein
Produkt wickeln muss, das die Linie passiert,
wobei

das Einwickelsystem (14) zwei Folienrollen (22)
aufweist, die durch deren vertikale Achsen ge-
stutzt werden und an gegentberliegenden Sei-
ten der Forderlinie angeordnet sind, und die Fo-
lienabschnitte aufweisen, welche von diesen
abgerollt und zusammengefiigt sind, um einen
Folienstreifen (25) auszubilden, der sich beziig-
lich der Forderlinie quer erstreckt,

dadurch gekennzeichnet, dass

die Station einen Aufbau mit Pfosten (27) auf-
weist, welche beziglich der Forderlinie seitlich
angeordnet sind, wobei

die Rollen (22) mittels motorangetriebener
Schlitten (26), die sich vertikal entlang der seit-
lichen Pfosten bewegen, gestiitzt werden, um
die Rollen zwischen der Betriebsposition und
der Nicht-Betriebsposition zu bewegen, und
die Schlitten (26) nahe am FuBteil der Rollen
angeordnetsind, um ein Anheben der Rollen mit
ihrem oberen Ende Uber die seitlichen Pfosten
zu ermdglichen.

2. Anlage gemaf Anspruch 1,

dadurch gekennzeichnet, dass

der Aufbau einen Querbalken (33) zwischen den
Pfosten (27) aufweist, entlang welchem die Schnei-
de- und Schweil’klingen (23) auf eine steuerbare
Weise verfahren, um sich zwischen einer voneinan-
der beabstandeten Nicht-Betriebsposition, um ein
Passieren der Produkte zu erlauben, und einer nah
beieinander liegenden Betriebsposition zu bewe-
gen, zum Verschweil’en der Folie, die zwischen den
Klingen gehalten wird.

Anlage gemaR Anspruch 1,

dadurch gekennzeichnet, dass

jede Station miteiner Folie von unterschiedlicher H6-
he ausgestattet ist, sodass jede Station dazu geeig-
net ist, Produkte mit einer entsprechenden unter-
schiedlichen Hohe oder einem unterschiedlichen
Hoéhenbereich einzuwickeln.

Anlage gemafR Anspruch 1,

dadurch gekennzeichnet, dass

die Folie hitzeschrumpfbar ist und die Forderlinie,
hinter der Einwickelstation, eine Hitzeschrumpfsta-
tion (21) erreicht oder passiert.

Anlage gemaR Anspruch 1,

dadurch gekennzeichnet, dass

ein Sensor (20) entlang der Férderlinie vor der ersten
der Vielzahl von Stationen vorhanden ist, wobei der
Sensor die Hohe eines Produktes erfasst, das ent-
lang der Line eintrifft, und mit dem Steuermittel ver-
bunden ist, um das Auswahlen der Station aus der
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Vielzahl von Stationen in Abhangigkeit von der er-
fassten Hohe auszufihren.

Anlage gemaR Anspruch 1,

dadurch gekennzeichnet, dass

ein Uberkopfférderer (15) liber den Stationen ange-
ordnet ist, zum Fordern von Auswechselrollen zu
den Stationen.

Verfahren zum seitlichen Einwickeln von Produkten,
die entlang einer Forderlinie bewegt werden, mit Hil-
fe einer Anlage nach Anspruch 1 unter Verwendung
einer Plastikfolie, aufweisend die Schritte:

- Anordnen einer Serie von Stationen zum seit-
lichen Wickeln und Verschweillen der Folie ent-
lang der Linie, wobei jede dazu konstruiert ist,
die Produkte mit einem vorbestimmten Folien-
streifen einzuwickeln, der sich bezuglich der
Forderlinie quer erstreckt, und zum Abschnei-
den und Verschweiflten des Folienstreifens um
ein Produkt, das die Station passiert, und sich
gegen den Streifen bewegt, und

- Bewirken, dass die Produkte alle Stationen
passieren; Anheben der Folie Uber ein passie-
rendes Produkt in den Stationen, welche nicht
mit der benétigen Folie fiir dieses Produkt aus-
gestattet sind; und Absenken der Folie vor das
Produkt, in einer Station, die zum Einwickeln
dieses Produktes mit der vorgesehenen Folie
ausgestattet ist.

8. Verfahren gemaf Anspruch 7, wobei

jede Station mit einer Folie zum Umwickeln einer
anderen Produkthdéhe oder einem anderen Héhen-
bereichen ausgestattet ist, und die Folie in den Sta-
tionen abgesenkt oder angehoben wird, in Abhan-
gigkeit davon, ob das Produkt, das die Station er-
reicht, eine Hohe fir diese aufweist, mit der die Sta-
tion ausgestattet ist.

Revendications

Installation pour 'emballage latéral de produits au
moyen d'un film plastique, comprenant une ligne
pour le transport des produits en séquence et I'em-
ballage avec différentes bandes de film, comprenant
une pluralité de stations d’emballage vertical agen-
cées en séquence le long de la ligne, chaque station
comprenant un systeme d’emballage (14) avec une
bande de film (25) agencée de maniére transversale
par rapport a la ligne afin d'emballer un produit qui
passe par la station et des lames de soudage verti-
cales (23) qui sont agencées a 'opposé I'une de
I'autre sur les deux c6tés de la ligne et qui sont mo-
biles 'une vers|'autre pour couper et souderlabande
de film autour d’un produit qui passe par la station
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et contre la bande transversale, les systémes d’em-
ballage (14) étant verticalement mobiles d’'une ma-
niere contrélable pour le déplacement entre une po-
sition opérationnelle abaissée pour emballer un pro-
duit passant par la station et une position non opé-
rationnelle levée pour permettre a un produit de pas-
ser par la station sans venir en contact avec la bande
transversale, des moyens de commande (19) de
linstallation réalisant le déplacement vertical des
systémes d’emballage (14) entre la position opéra-
tionnelle abaissée et le systéme non opérationnel
levé afin de sélectionner la station qui doit enrouler
le film autour d’'un produit passantle long de la ligne,
le systéme d’emballage (14) comprenant deux rou-
leaux de film (22) qui sont supportés par leur axe
vertical et agencés sur les cotés opposés de la ligne
de transport et ont des parties de film qui sont dé-
roulées a partir de ces derniers et qui sont assem-
blées pour former une bande de film (25) étirée de
maniére transversale par rapport a la ligne de trans-
port, caractérisée par la station qui comprend une
structure avec des montants (27) qui sont latéraux
par rapport a la ligne de transport, les rouleaux (22)
étant supportés au moyen de chariots motorisés (26)
qui se déplacent verticalement le long des montants
latéraux afin de déplacer les rouleaux entre ladite
position opérationnelle et la position non opération-
nelle, et les chariots (26) sont agencés a proximité
de la base des rouleaux afin de pouvoir lever les
rouleaux avec leur extrémité supérieure au-dessus
des montants latéraux.

Installation selon la revendication 1, caractérisée
en ce que la structure comprend une poutre trans-
versale (33) entre les montants (27), le long desquels
les lames de coupe et de soudage (23) se déplacent
d’une maniere contrdlable afin de se déplacer entre
une position non opérationnelle espacée pour per-
mettre le passage d’un produit et une position opé-
rationnelle proche pour souder le film maintenu entre
les lames.

Installation selon la revendication 1, caractérisée
en ce que chaque station est équipée avec un film
de différente hauteur de sorte que chaque station
est appropriée pour emballer des produits avec une
hauteur ou plage de hauteur proportionnellementdif-
férente.

Installation selon la revendication 1, caractérisée
en ce que le film est thermorétractable et la ligne de
transport, aprés la station d’emballage, atteint ou
passe par une station de rétraction thermique (21).

Installation selon la revendication 1, caractérisée
en ce qu’un capteur (20) est présent le long de la
ligne de transport, devant la premiere station de la
pluralité de stations, ledit capteur détectant la hau-
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teur d’'un produit arrivant le long de la ligne et étant
raccordé aux moyens de commande afin de réaliser
la sélection de la station parmila pluralité de stations
en fonction de ladite hauteur détectée.

Installation selon la revendication 1, caractérisée
en ce qu’un transporteur en hauteur (15) pour trans-
porter des rouleaux de remplacement jusqu’aux sta-
tions, est agencé au-dessus des stations.

Procédé pour 'emballage latéral, a I'aide de film
plastique, de produits au moyen d’uns installation
selon la revendication 1, qui se déplacent le long
d’une ligne de transport, comprenantles étapes con-
sistant a agencer, le long de la ligne, une série de
stations pour I'emballage latéral et le soudage du
film, chacune congue pour emballer des produits
avec une bande prédéterminée de film étirée trans-
versalement par rapport a la ligne de transport et
pour couper et souder la bande de film autour d’'un
produit qui passe par la station et contre la bande,
et amener les produits a passer par toutes les sta-
tions, lever, au-dessus d’un produit qui passe, le film
dans les stations qui ne sont pas équipées avec le
film requis pour ce produit et abaisser le film en face
du produit dans une station équipée pour emballer
ce produit avec le film souhaité.

Procédé selon la revendication 7, dans lequel les
stations sont chacune équipées avec un film pour
emballer un produit avec une hauteur ou plage de
hauteur différente et le film, dans les stations, est
abaissé ou levé selon si le produit qui arrive dans la
station aune hauteur pourlaquelle la station est équi-
pée ou pas.
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