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Description

[0001] The present invention relates to a feed unit ac-
cording to the preamble of claim 1. Such a unit is known
from EP 1136198 A1.
[0002] In the description and claims which follow, the
term "tube" is used to designate any elongated body hav-
ing a uniform cross-section along its longitudinal axis,
regardless of whether the cross-section is open or
closed. Moreover, the terms "longitudinal" and "trans-
verse" are used to designate the forward direction (or
feed direction) of the tubes and any direction lying in a
plane perpendicular to the longitudinal direction, respec-
tively.
[0003] As is known, a machine of the above-identified
type basically comprises a loading unit for loading the
tubes to be cut, a roller feed unit for feeding the tubes to
a cutting area, a chuck for clamping the tubes during the
cutting operation and a cutting head provided with a cir-
cular saw for cutting the tubes. The machines currently
available on the market can be classified in two main
categories: 1) machines arranged to carry out the cutting
process in the so called single-tube cutting mode, i.e.
arranged to cut one tube at a time; and 2) machines ar-
ranged to carry out the cutting process in the so called
double-tube cutting mode, i.e. arranged to cut two tubes
at a time. The configuration and the operation of the load-
ing unit and of the feed unit of the machine vary in par-
ticular depending on the cutting mode that is used in that
machine.
[0004] The loading unit typically comprises a tube col-
lecting area, a conveying device and a selecting device.
The tubes to be cut are collected in the collecting area,
with their longitudinal axes parallel to each other, and are
moved laterally by means of the conveying device, which
comprises for example a set of chains, from that area to
the selecting device, which selects the tubes two by two.
[0005] The feed unit receives the two tubes from the
loading unit and feed them to the cutting area, where the
two tubes are clamped by the chuck and then cut to size
by the circular saw of the cutting head. In the saw cutting
machines with roller feed unit, like that of the present
invention, the cut length of either of the two tubes is de-
fined by a respective abutment member against which
the tube to be cut is urged until abutment.
[0006] Figures 1 and 2 of the attached drawings sche-
matically show a transverse section view (i.e. a section
view through a section plane perpendicular to the longi-
tudinal axis of the tubes to be cut) and a side view, re-
spectively, of a known example of a roller feed unit for a
saw cutting machine for cutting tubes in double-tube cut-
ting mode. With reference to Figures 1 and 2, the feed
unit is generally indicated 10 and comprises first of all a
first pair of lower rollers 12a, 12b, that is to say, an up-
stream lower roller and a downstream lower roller
(wherein the terms "upstream" and "downstream" are re-
ferred to the forward direction of the tubes, indicated by
arrow F), respectively, that are associated to a first tube

feed line (left-hand line, with respect to the point of view
of a person looking at Figure 1), the axis of which is in-
dicated x1, and a second pair of lower rollers 14a, 14b,
that is to say, an upstream lower roller and a downstream
lower roller, respectively, that are associated to a second
tube feed line (right-hand line, with respect to the point
of view of a person looking at Figure 1), the axis of which
is indicated x2. The upstream lower rollers 12a, 14a are
rotatably mounted about the same transverse axis of ro-
tation ya, in particular a horizontal axis of rotation. Like-
wise, the downstream lower rollers 12b, 14b are rotatably
mounted about the same transverse axis of rotation yb,
in particular a horizontal axis of rotation, hence parallel
to the axis of rotation ya of the upstream lower rollers.
The lower rollers 12a, 12b, 14a, 14b are all motor-driven
rollers and therefore will also be referred to hereinafter
as driving rollers.
[0007] The feed unit 10 of Figures 1 and 2 further com-
prises a first pair of upper rollers 16a, 16b, that is to say,
an upstream upper roller and a downstream upper roller,
respectively, that are associated to the first tube feed line
(axis x1), and a second pair of upper rollers 18a, 18b,
that is to say, an upstream upper roller and a downstream
upper roller, respectively, that are associated to the sec-
ond tube feed line (axis x2). Like the lower rollers, the
upstream upper rollers 16a, 18a are rotatably mounted
about the same transverse axis of rotation y’a, in partic-
ular a horizontal axis of rotation, and the downstream
upper rollers 16b, 18b are also rotatably mounted about
the same transverse axis of rotation y’b, in particular a
horizontal axis of rotation, which is therefore parallel to
the axis of rotation y’a of the upstream upper rollers. The
upper rollers 16a, 16b, 18a, 18b may either be idly mount-
ed about the respective axes of rotation or be motor-
driven. Moreover, the upper rollers 16a, 16b, 18a, 18b
are vertically movable, for example by means of a rocking
support 20, to be urged each towards a respective lower
roller 12a, 12b, 14a, 14b with a given preload (that can
be adjusted for each upper roller independently of the
other rollers), in order to ensure that each tube (indicated
T1 for the first feed line and T2 for the second feed line)
is clamped with a given clamping force between a lower
roller and an upper roller. Therefore, the upper rollers will
also be referred to hereinafter as pressing rollers.
[0008] The feed unit 10 of Figures 1 and 2 further com-
prises side retaining rollers, that are idly mounted about
respective vertical axes of rotation, namely a series of
first side rollers 22 (only shown in Figure 1) adapted to
retain laterally the tube(s) along the first feed line (axis
x1), a series of second side rollers 24 (only shown in
Figure 1) adapted to retain laterally the tube(s) along the
second feed line (axis x2) and a series of intermediate
rollers 26 that are interposed between the two lines of
tubes T1 and T2 that are fed to the cutting area.
[0009] In a known feed unit for an automatic saw cutting
machine for cutting tubes in double-tube cutting mode
like the one described above with reference to Figures 1
and 2, the two feed lines are plainly distinct from each
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other, since the tubes on the two feed lines are always
kept at a distance from each other by means of the in-
termediate rollers.
[0010] It is an object of the present invention to provide
a feed unit for an automatic saw cutting machine for cut-
ting tubes in double-tube cutting mode that is structurally
simpler and less expensive than the prior art described
above.
[0011] This and other objects are fully achieved ac-
cording to the present invention by virtue of a feed unit
having the features set forth in the enclosed independent
claim 1.
[0012] Advantageous embodiments of the feed unit ac-
cording to the invention form the subject-matter of the
dependent claims, the content of which is to be regarded
as an integral and integrating part of the following de-
scription.
[0013] The features and the advantages of the inven-
tion will clearly result from the following detailed descrip-
tion, given purely by way of non-limiting example with
reference to the appended drawings, in which:

Figures 1 and 2 show schematically a transverse
section view and a side view, respectively, of a roller
feed unit for a saw cutting machine for cutting tubes
in double-tube cutting mode according to the prior
art;
Figures 3 and 4 show schematically a transverse
section view and a side view, respectively, of a roller
feed unit for a saw cutting machine for cutting tubes
in double-tube cutting mode according to an embod-
iment of the present invention;
Figures 5 and 6 are perspective views, from two dif-
ferent points of view, of a roller feed unit for a saw
cutting machine for cutting tubes in double-tube cut-
ting mode according to an embodiment of the
present invention; and
Figure 7 is a front elevation view of the feed unit of
Figures 5 and 6.

[0014] With reference to Figures 3 to 7, where parts
and elements identical or corresponding to those of Fig-
ures 1 and 2 have been given the same reference nu-
merals, a roller feed unit (hereinafter simply referred to
as "feed unit") for a saw cutting machine for cutting tubes
in double-tube cutting mode (hereinafter simply referred
to as "saw cutting machine") is generally indicated 10.
[0015] The feed unit 10 comprises a first pair of lower
rollers, or driving rollers, 12a, 12b which are adapted to
move first tubes (indicated T1) forward along a first feed
axis x1 and are located upstream and downstream, re-
spectively, with respect to the forward direction (indicated
by arrow F) of the tubes.
[0016] The feed unit 10 further comprises a second
pair of lower rollers, or driving rollers, 14a, 14b, which
are adapted to move second tubes (indicated T2) forward
along a second feed axis x2 parallel to the first feed axis
x1 and are located upstream and downstream, respec-

tively, with respect to the forward direction F of the tubes.
[0017] The upstream lower rollers 12a, 14a are rotat-
ably mounted about the same transverse axis of rotation
ya, in particular an axis of rotation inclined by an angle α
(shown in Figures 3 and 7) to the horizontal. The angle
of inclination α is an acute angle and will be typically
comprised between 0° and 60° (limits included), prefer-
ably equal to 30° approximately. Likewise, the down-
stream lower rollers 12b, 14b are rotatably mounted
about the same transverse axis of rotation yb, which is
inclined by the same angle of inclination α to the hori-
zontal.
[0018] The lower rollers 12a, 12b, 14a, 14b are all mo-
tor-driven rollers. Preferably, these rollers are operated
at the same time by a single motor 28, which may be for
example a hydraulic motor or an electric motor.
[0019] Although in the embodiment proposed herein
two distinct upstream lower rollers 12a, 14a are provided
for, these rollers might also be made as a single piece.
When the two upstream lower rollers 12a, 14a are made
as separate parts, it is however advantageous to connect
these rollers to each other in such a manner that they
rotate as a single body about the transverse axis of ro-
tation ya. The same applies to the downstream lower roll-
ers 12b, 14b. Although in the embodiment proposed
herein two distinct downstream lower rollers 12b, 14b are
provided, these rollers might also be made as a single
piece. When the two downstream lower rollers 12b, 14b
are made as separate parts, it is however advantageous
to connect these rollers to each other in such a manner
that they rotate as a single body about the transverse
axis of rotation yb.
[0020] The feed unit 10 further comprises a first pair
of upper rollers, or pressing rollers, 16a, 16b, which are
located upstream and downstream, respectively, with re-
spect to the forward direction F of the tubes and are as-
sociated to the first feed axis x1, and a second pair of
upper rollers 18a, 18b, which are located upstream and
downstream, respectively, with respect to the forward di-
rection F of the tubes and are associated to the second
feed axis x2. Like the lower rollers, the upstream upper
rollers 16a, 18a are rotatably mounted about the same
transverse axis of rotation y’a, in particular an axis of ro-
tation inclined by the aforesaid angle of inclination α to
the horizontal, and the downstream upper rollers 16b,
18b are also rotatably mounted about the same trans-
verse axis of rotation y’b, inclined by the same angle of
inclination α to the horizontal.
[0021] The upper rollers 16a, 16b, 18a, 18b are idly
mounted about the respective axes of rotation. Moreover,
each upper roller 16a, 16b, 18a, 18b is movable towards
a respective lower roller 12a, 12b, 14a, 14b with a given
preload (which can be adjusted for each upper roller in-
dependently of the other rollers), so as to ensure that
each tube is clamped with a given clamping force be-
tween a lower roller and an upper roller. In this connec-
tion, the upstream upper rollers 16a, 18a are supported
by a respective support body 30a, which can be moved
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relative to the upstream lower rollers 12a, 14a, along the
direction joining the axes of rotation ya and y’a of these
rollers, by means of a respective linear actuation device
32a, made for example as a hydraulic actuation device.
Likewise, the downstream upper rollers 16b, 18b are sup-
ported by a respective support body 30b, which can be
moved relative to the downstream lower rollers 12b, 14b,
along the direction joining the axes of rotation yb and y’b
of these rollers, by means of a respective linear actuation
device 32b, which is also made for example as a hydraulic
actuation device and is operable independently of the
linear actuation device 32a.
[0022] The feed unit 10 further comprises a series of
first side rollers 22 for laterally retaining the tubes T1 that
are being moved forward along the first feed axis x1 and
a series of second side rollers 24 for laterally retaining
the tubes T2 that are being moved forward along the
second feed axis x2. Both the side rollers 22 and the side
rollers 24 are idly mounted each about the respective
axis of rotation. As can be seen in Figure 7, the first side
rollers 22 are mounted on the stationary portion of the
feed unit 10 and are oriented with their own axes of ro-
tation inclined by an angle β comprised between 45° and
90° (limits included), preferably an angle equal to 75°, to
the plane passing through the axes of rotation ya and yb
of the lower rollers 12a, 12b, 14a, 14b. As far as the
second side rollers 24 are concerned, a number of them
are supported by the support body 30a so as to be mov-
able with this latter along the direction joining the axes
of rotation ya and y’a of the upstream rollers 12a, 14a,
16a, 18a, whereas the remaining ones are mounted on
the stationary portion of the feed unit 10. In the example
illustrated in Figures 5 to 7, there are four first side rollers
22 and two second side rollers 24, one of which is sup-
ported by the support body 30a while the other is sup-
ported by the stationary portion of the feed unit 10, but
the number of side rollers may of course be different from
the one illustrated herein.
[0023] As can be easily realized from Figure 7, by virtue
of the inclined orientation of the axes of rotation ya and
yb of the lower rollers, the two tubes T1 and T2 that are
being loaded each time by means of the loading device
(not shown) of the saw cutting machine are initially in
contact with each other and move in the forward direction
F remaining in contact with each other, clamped at the
bottom by the lower rollers 12a, 12b, 14a, 14b, at the top
by the upper rollers 16a, 16b, 18a, 18b and laterally by
the first side rollers 22 and the second side rollers 24.
[0024] The feed unit 10 further comprises a separating
element 34, which is made in particular as a thin sheet-
or plate-like element and is longitudinally interposed be-
tween the upstream lower rollers 12a, 14a and the down-
stream lower rollers 12b, 14b and transversely inter-
posed between the two tube feed axes x1 and x2. More
specifically, the separating element 34 is arranged with
its own middle plane perpendicular to the plane passing
through the axes x1 and x2 (which will be also referred
to hereinafter as slide plane and coincides with the plane

passing through the axes of rotation ya and yb of the lower
rollers 12a, 12b, 14a, 14b) and at the same distance
therefrom, as shown in Figure 3.
[0025] The separating element 34 is operable by
means of a respective actuation device 42 to be alterna-
tively moved between a rest position (Figure 4), in which
it is placed wholly below the slide plane and hence not
interposed between the tubes that are being moved for-
ward simultaneously towards the cutting area along the
two feed axes, and a working position (Figure 3), in which
it is instead interposed between the tubes that are being
moved forward simultaneously towards the cutting area
along the two feed axes, thus preventing these tubes
from being in contact - as would normally occur - with
each other.
[0026] According to an embodiment of the invention,
the actuation device 42 associated to the separating el-
ement 34 is a linear actuation device, such as a pneu-
matic cylinder, and more specifically a linear actuation
device adapted to control the movement of the separating
element in a direction perpendicular to the slide plane
(direction indicated by double arrow L in Figure 3).
[0027] The separating element 34 is moved from the
rest position to the working position, defined above for a
short time during the tube change phase under control
of an electronic control unit which governs the operation
of the machine. In the normal operation of the machine,
the two tubes T1 and T2 to be cut are each in contact
with both the respective upstream and downstream driv-
ing rollers (rollers 12a, 12b for the tube T1 and rollers
14a, 14b for the tube T2) and are moved forward simul-
taneously by these rollers each time by a distance suffi-
cient to bring each tube into abutment against an abut-
ment member suitably positioned so as to define the de-
sired cut length. The tube change phase takes place
when the two tubes T1 and T2 that are being worked
(hereinafter referred to as "old tubes") are about to be
finished and at a certain time loose contact with the up-
stream rollers (both the motor-driven rollers 12a, 14a and
the pressing rollers 16a, 18a), so that they are driven
from that time by the downstream driving rollers 12b, 14b
only.
[0028] In this regard, in the present embodiment the
loss-of-contact condition, i.e. the fact that the tubes that
are being worked loose contact with the upstream rollers,
is detected by means of rotary sensors 40 (Figures 5 and
6) associated to the upstream pressing rollers 16a, 18a,
as well as by means of two photocells or similar optical
detection devices (that are not shown in the drawings,
but are anyway of per-se-known type), each of which is
placed upstream of the upstream rollers of a respective
tube feed axis. Other ways for detecting the fact that the
tubes under working have lost contact with the upstream
rollers can of course be envisaged and are all regarded
as falling within the scope of the present invention.
[0029] Once the loss-of-contact condition has been de-
tected, the machine automatically loads two new tubes
by means of the loading device described in the intro-

5 6 



EP 2 810 727 B9

5

5

10

15

20

25

30

35

40

45

50

55

ductory part of the present description. In order to allow
each of the two new tubes to be inserted between the
respective upstream driving roller 12a, 14a and the re-
spective upstream pressing roller 16a, 18a of the feed
unit 10, the upstream pressing rollers 16a, 18a are moved
away from the associated upstream driving rollers 12a,
14a by suitable movement of the support body 30a by
means of the respective linear actuation device 32a.
[0030] The new tubes loaded in the feed unit 10 will be
each at a certain distance from the old tube along the
same feed axis. In order to ensure that the machine is
working properly, in particular that the required cut toler-
ances are met, each new tube must be brought in contact
with the old tube along the same feed axis. This is ob-
tained by clamping the old tubes by means of the chuck
and by moving the new tubes forward by means of the
upstream driving rollers 12a, 14a, until the new tubes
abut against the respective old tubes.
[0031] The separating element 34 is moved into the
working position as soon as the two new tubes have been
loaded, thus being interposed between these tubes, and
is kept in this position until the new tubes have been
brought into abutment each with the old tube along the
same feed axis. With the separating element 34 in the
working position, the two new tubes are separated from
each other and can therefore be moved forward, without
the risk that they interfere with each other, to be brought
into abutment each against the old tube along the same
feed axis. Once the condition of abutment between the
new and old tubes has been detected, for example by
means of the above-mentioned rotary sensors 40, the
separating element 34 is brought back into the rest po-
sition and the tubes along the two feed axes return in
contact with each other.
[0032] The two photocells (or the similar optical detec-
tion devices) mentioned above are used, along with the
rotary sensors 40, to establish the difference in the lon-
gitudinal position between the two tubes that are being
fed simultaneously to the cutting area. More specifically,
when either of the photocells does not detect the pres-
ence of the tube anymore, since the end portion of the
tube has passed beyond the longitudinal position
checked by that photocell, the electronic control unit of
the machine stores the measure given at that time by the
rotary sensor mounted on the corresponding upstream
pressing roller (16a or 18a). The same takes place with
the other photocell and with the other rotary sensor, in
that the electronic control unit of the machine stores the
measure given by that rotary sensor at the time when the
associated photocell does not detect the end portion of
the tube anymore. The two measures thus stored are
compared with each other to establish the relative longi-
tudinal position of the two tubes and to control, on the
basis of this position, the tube feeding operation and the
tube trimming operation.
[0033] As will clearly result from the above description,
a feed unit for an automatic saw cutting machine for cut-
ting tubes in double-tube cutting mode according to the

present invention offers the advantage of being structur-
ally less complicated, and hence less expensive, than
the prior art discussed in the introductory part of the de-
scription. Instead of having two tube feed lines totally
independent of each other, with the tubes always kept
separated from each other by the intermediate rollers,
the feed unit according to the present invention works,
in fact, like a single-tube feed unit, as it moves the two
tubes forward simultaneously on pairs of driving rollers
inclined to the horizontal and keeps the two tubes sepa-
rated from each other by means of the separating ele-
ment only during the tube change phases. A further ad-
vantage that is obtained with the use of a feed unit ac-
cording to the present invention is that less time is re-
quired to set up the machine, as the number of parts that
have to be replaced to adapt the machine to a different
diameter of the tubes to be cut is smaller.
[0034] Although the invention is described and illus-
trated herein with reference to an embodiment in which
the angle of inclination of the axes of rotation of the lower
and upper rollers, and hence of the slide plane, to the
horizontal is an angle larger than 0°, in particular an angle
approximately equal to 30°, this angle might also be equal
to 0°. In this case, since the weight force acting on the
tubes does not have a component that is oriented parallel
to the slide plane and that can therefore keep the tubes
moving forward along the two feed axes x1 and x2 in
contact with each other, the contact between the tubes
will be ensured by suitable configuration of the side roll-
ers.

Claims

1. Feed unit (10) for an automatic saw cutting machine
for cutting tubes (T1, T2) in double-tube cutting
mode, the feed unit comprising

a first pair of motor-driven lower rollers (12a,
12b), that is to say, an upstream slower roller
and a downstream lower roller, respectively, for
moving first tubes (T1) forward along a first feed
axis (x1),
a second pair of motor-driven lower rollers (14a,
14b), that is to say, an upstream lower roller and
a downstream lower roller, respectively, for
moving second tubes (T2) forward along a sec-
ond feed axis (x2) parallel to the first feed axis
(x1),
a first pair of upper rollers (16a, 16b), that is to
say, an upstream upper roller and a downstream
upper roller, respectively, for urging said first
tubes (T1) against said first pair of lower rollers
(12a, 12b),
a second pair of upper rollers (18a, 18b), that is
to say, an upstream upper roller and a down-
stream upper roller, respectively, for urging said
second tubes (T2) against said second pair of
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lower rollers (14a, 14b),
a plurality of first side rollers (22) for retaining
laterally said first tubes (T1), and
a plurality of second side rollers (24) for retaining
laterally said second tubes (T2),

wherein the upstream rollers (12a, 14a) of said first
pair of lower rollers (12a, 12b) and of said second
pair of lower rollers (14a, 14b) are rotatably mounted
about a first transverse axis of rotation (ya),
wherein the downstream rollers (12b, 14b) of said
first pair of lower rollers (12a, 12b) and of said second
pair of lower rollers (14a, 14b) are rotatably mounted
about a second transverse axis of rotation (yb) par-
allel to said first transverse axis of rotation (ya),
wherein the upstream rollers (16a, 18a) of said first
pair of upper rollers (16a, 16b) and of said second
pair of upper rollers (18a, 18b) are rotatably mounted
about a third transverse axis of rotation (y’a) parallel
to said first transverse axis of rotation (ya),
wherein the downstream rollers (16b, 18b) of said
first pair of upper rollers (16a, 16b) and of said sec-
ond pair of upper rollers (18a, 18b) are rotatably
mounted about a fourth transverse axis of rotation
(y’b) parallel to said first transverse axis of rotation
(ya), and
wherein each upper roller (16a, 16b, 18a, 18b) is
adapted to be moved towards a respective lower roll-
er (12a, 12b, 14a, 14b) to clamp a respective tube
(T1, T2) against said lower roller (12a, 12b, 14a,
14b),
characterized in that said first transverse axis of
rotation (ya) is inclined by an angle of inclination (α)
between 0° and 60°, limits included, to the horizontal,
and in that it further comprises a separating element
(34) alternatively movable between a rest position,
in which it is wholly placed below the plane passing
through said first and second feed axes (x1, x2) and
therefore it is not interposed between said first and
second tubes (T1, T2), whereby said first and second
tubes (T1, T2) are in contact with each other, and a
working position, in which it is placed between said
first and second tubes (T1, T2) so as to prevent these
tubes from being in contact with each other.

2. Feed unit according to claim 1, wherein the separat-
ing element (34) is a thin sheet- or plate-like element
arranged with its middle plane perpendicular to the
plane passing through said first and second feed ax-
es (x1, x2) and at the same distance from said first
and second feed axes (x1, x2).

3. Feed unit according to claim 1 or claim 2, further
comprising a linear actuation device for controlling
the movement of the separating element (34) be-
tween said rest and working positions along a direc-
tion perpendicular to the plane passing through said
first and second feed axes (x1, x2).

4. Feed unit according to any of the preceding claims,
further comprising a single motor (28) for rotating at
the same time said first pair of lower rollers (12a,
12b) and said second pair of lower rollers (14a, 14b)
about the respective axes of rotation (ya, yb).

5. Feed unit according to any of the preceding claims,
wherein the upstream rollers (12a, 14a) of said first
pair of lower rollers (12a, 12b) and of said second
pair of lower rollers (14a, 14b) and/or the down-
stream rollers (12b, 14b) of said first pair of lower
rollers (12a, 12b) and of said second pair of lower
rollers (14a, 14b) are made in a single piece.

6. Feed unit according to any of the preceding claims,
wherein said first pair of upper rollers (16a, 16b)
and/or said second pair of upper rollers (18a, 18b)
are idly mounted about the respective axes of rota-
tion (y’a, y’b).

7. Feed unit according to any of the preceding claims,
wherein said angle of inclination (α) is between 15°
and 45°, limits included.

8. Feed unit according to any of the preceding claims,
wherein said first side rollers (22) are oriented with
their axes of rotation inclined to the plane passing
through said first and second axes of rotation (ya, yb)
by an angle (β) between 45° and 90°, limits included.

Patentansprüche

1. Zuführeinheit (10) für eine automatische Säge-
schneidemaschine zum Schneiden von Rohren (T1,
T2) im Doppelrohrschnittmodus, wobei die Zu-
führeinheit folgende Merkmale aufweist:

ein erstes Paar von motorgetriebenen unteren
Rollen (12a, 12b), das heißt eine vorgeschaltete
untere Rolle beziehungsweise eine nachge-
schaltete untere Rolle, zum Vorwärtsbewegen
von ersten Rohren (T1) entlang einer ersten Zu-
führachse (x1),
ein zweites Paar von motorgetriebenen unteren
Rollen (14a, 14b), das heißt eine vorgeschaltete
untere Rolle beziehungsweise eine nachge-
schaltete untere Rolle, zum Vorwärtsbewegen
von zweiten Rohren (T2) entlang einer zweiten
Zuführachse (x2), die parallel zu der ersten Zu-
führachse (x1) ist,
ein erstes Paar von oberen Rollen (16a, 16b),
das heißt eine vorgeschaltete obere Rolle be-
ziehungsweise eine nachgeschaltete obere
Rolle, zum Treiben der ersten Rohre (T1) gegen
das erste Paar von unteren Rollen (12a, 12b),
ein zweites Paar von oberen Rollen (18a, 18b),
das heißt eine vorgeschaltete obere Rolle be-
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ziehungsweise eine nachgeschaltete obere
Rolle, zum Treiben der zweiten Rohre (T2) ge-
gen das zweite Paar von unteren Rollen (14a,
14b),
eine Mehrzahl von ersten Seitenrollen (22) zum
seitlichen Halten der ersten Rohre (T1), und
eine Mehrzahl von zweiten Seitenrollen (24)
zum seitlichen Halten der zweiten Rohre (T2),
wobei die vorgeschalteten Rollen (12a, 14a) des
ersten Paars von unteren Rollen (12a, 12b) und
des zweiten Paars von unteren Rollen (14a,
14b) um eine erste querverlaufende Drehachse
(ya) drehbar befestigt sind,
wobei die nachgeschalteten Rollen (12b, 14b)
des ersten Paars von unteren Rollen (12a, 12b)
und des zweiten Paars von unteren Rollen (14a,
14b) um eine zweite querverlaufende Drehach-
se (yb), die zu der ersten querverlaufenden
Drehachse (ya) parallel ist, drehbar befestigt
sind,
wobei die vorgeschalteten Rollen (16a, 18a) des
ersten Paars von oberen Rollen (16a, 16b) und
des zweiten Paars von oberen Rollen (18a, 18b)
um eine dritte querverlaufende Drehachse (y’a),
die zu der ersten querverlaufenden Drehachse
(ya) parallel ist, drehbar befestigt sind,
wobei die nachgeschalteten Rollen (16b, 18b)
des ersten Paars von oberen Rollen (16a, 16b)
und des zweiten Paars von oberen Rollen (18a,
18b) um eine vierte querverlaufende Drehachse
(y’b), die zu der ersten querverlaufenden Dreh-
achse (ya) parallel ist, drehbar befestigt sind,
und
wobei jede obere Rolle (16a, 16b, 18a, 18b) an-
gepasst ist, in Richtung einer jeweiligen unteren
Rolle (12a, 12b, 14a, 14b) bewegt zu werden,
um ein jeweiliges Rohr (T1, T2) gegen die untere
Rolle (12a, 12b, 14a, 14b) zu klemmen,
dadurch gekennzeichnet, dass die erste quer-
verlaufende Drehachse (ya) um einen Nei-
gungswinkel (α) zwischen 0° und 60°, Grenz-
werte eingeschlossen, zur Horizontalen geneigt
ist und dass dieselbe ferner ein Trennelement
(34) aufweist, das alternativ zwischen einer Ru-
heposition, in der dasselbe vollständig unterhalb
der Ebene, die durch die erste und zweite Zu-
führachse (x1, x2) verläuft, platziert ist und des-
halb nicht zwischen dem ersten und zweiten
Rohr (T1, T2) positioniert ist, wodurch das erste
und zweite Rohr (T1, T2) miteinander in Kontakt
sind, und einer Arbeitsposition bewegbar ist, in
der dasselbe zwischen dem ersten und zweiten
Rohr (T1, T2) positioniert ist, um zu verhindern,
dass diese Rohre miteinander in Kontakt sind.

2. Zuführeinheit gemäß Anspruch 1, bei der das Trenn-
element (34) ein dünnes blech- oder plattenähnli-
ches Element ist, das mit seiner mittleren Ebene

senkrecht zu der Ebene, die durch die erste und
zweite Zuführachse (x1, x2) verläuft, und mit dem-
selben Abstand von der ersten und zweiten Zu-
führachse (x1, x2) angeordnet ist.

3. Zuführeinheit gemäß Anspruch 1 oder Anspruch 2,
die ferner eine Linearbetätigungsvorrichtung zum
Steuern der Bewegung des Trennelements (34) zwi-
schen der Ruhe- und Arbeitsposition entlang einer
Richtung senkrecht zu der Ebene, die durch die erste
und zweite Zuführachse (x1, x2) verläuft, aufweist.

4. Zuführeinheit gemäß einem der vorhergehenden
Ansprüche, die ferner einen einzelnen Motor (28)
zum gleichzeitigen Drehen des ersten Paars von un-
teren Rollen (12a, 12b) und des zweiten Paars von
unteren Rollen (14a, 14b) um die jeweiligen Dreh-
achsen (ya, yb) aufweist.

5. Zuführeinheit gemäß einem der vorhergehenden
Ansprüche, bei der die vorgeschalteten Rollen (12a,
14a) des ersten Paars von unteren Rollen (12a, 12b)
und des zweiten Paars von unteren Rollen (14a, 14b)
und/oder die nachgeschalteten Rollen (12b, 14b)
des ersten Paars von unteren Rollen (12a, 12b) und
des zweiten Paars von unteren Rollen (14a, 14b) in
einem einzelnen Stück hergestellt sind.

6. Zuführeinheit gemäß einem der vorhergehenden
Ansprüche, bei der das erste Paar von oberen Rollen
(16a, 16b) und/oder das zweite Paar von oberen Rol-
len (18a, 18b) um die jeweiligen Drehachsen (y’a,
y’b) im Leerlauf befestigt sind.

7. Zuführeinheit gemäß einem der vorhergehenden
Ansprüche, bei der der Neigungswinkel (α) zwischen
15° und 45°, Grenzwerte eingeschlossen, liegt.

8. Zuführeinheit gemäß einem der vorhergehenden
Ansprüche, bei der die ersten Seitenrollen (22) so
ausgerichtet sind, dass ihre Drehachsen um einen
Winkel (β) zwischen 45° und 90°, Grenzwerte ein-
geschlossen, zu der Ebene, die durch die erste und
zweite Drehachse (ya, yb) verläuft, geneigt sind.

Revendications

1. Unité d’alimentation (10) pour une machine de scia-
ge automatique pour couper des tubes (T1, T2) en
mode de découpe d’un double tube, l’unité d’alimen-
tation comprenant

une première paire de rouleaux inférieurs mo-
torisés (12a, 12b), c’est-à-dire, un rouleau infé-
rieur amont et un rouleau inférieur aval, respec-
tivement, pour déplacer des premiers tubes (T1)
vers l’avant suivant un premier axe d’alimenta-
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tion (x1),
une seconde paire de rouleaux inférieurs moto-
risés (14a, 14b), c’est-à-dire, un rouleau infé-
rieur amont et un rouleau inférieur aval, respec-
tivement, pour déplacer des seconds tubes (T2)
vers l’avant suivant un second axe d’alimenta-
tion (x2) parallèle au premier axe d’alimentation
(x1),
une première paire de rouleaux supérieurs (16a,
16b), c’est-à-dire, un rouleau supérieur amont
et un rouleau supérieur aval, respectivement,
pour pousser lesdits premiers tubes (T1) contre
ladite première paire de rouleaux inférieurs
(12a, 12b),
une seconde paire de rouleaux supérieurs (18a,
18b), c’est-à-dire, un rouleau supérieur amont
et un rouleau supérieur aval, respectivement,
pour pousser lesdits seconds tubes (T2) contre
ladite seconde paire de rouleaux inférieurs (14a,
14b),
une pluralité de premiers rouleaux latéraux (22)
pour retenir latéralement lesdits premiers tubes
(T1), et
une pluralité de seconds rouleaux latéraux (24)
pour retenir latéralement lesdits seconds tubes
(T2), dans laquelle les rouleaux amont (12a,
14a) de ladite première paire de rouleaux infé-
rieurs (12a, 12b) et de ladite seconde paire de
rouleaux inférieurs (14a, 14b) sont montés ro-
tatifs autour d’un premier axe de rotation trans-
versal (ya),

dans laquelle les rouleaux aval (12b, 14b) de ladite
première paire de rouleaux inférieurs (12a, 12b) et
de ladite seconde paire de rouleaux inférieurs (14a,
14b) sont montés rotatifs autour d’un second axe de
rotation transversal (yb) parallèle audit premier axe
de rotation transversal (ya),
dans laquelle les rouleaux amont (16a, 18a) de ladite
première paire de rouleaux supérieurs (16a, 16b) et
de ladite seconde paire de rouleaux supérieurs (18a,
18b) sont montés rotatifs autour d’un troisième axe
de rotation transversal (y’a) parallèle audit premier
axe de rotation transversal (ya),
dans laquelle les rouleaux aval (16b, 18b) de ladite
première paire de rouleaux supérieurs (16a, 16b) et
de ladite seconde paire de rouleaux supérieurs (18a,
18b) sont montés rotatifs autour d’un quatrième axe
de rotation transversal (y’b) parallèle audit premier
axe de rotation transversal (ya), et
dans laquelle chaque rouleau supérieur (16a, 16b,
18a, 18b) est adapté pour être déplacé vers un rou-
leau inférieur respectif (12a, 12b, 14a, 14b) pour ser-
rer un tube respectif (T1, T2) contre ledit rouleau
inférieur (12a, 12b, 14a, 14b),
caractérisée en ce que ledit premier axe de rotation
transversal (ya) est incliné suivant un angle d’incli-
naison (α) compris entre 0° et 60°, bornes incluses,

par rapport à l’horizontale, et en ce qu’elle comprend
en outre un élément de séparation (34) déplaçable
alternativement entre une position de repos dans la-
quelle il est placé entièrement au-dessous du plan
traversant lesdits premier et second axes d’alimen-
tation (x1, x2) et où, par conséquent, il n’est pas in-
terposé entre lesdits premiers et seconds tubes (T1,
T2), de sorte que lesdits premiers et seconds tubes
(T1, T2) sont en contact les uns avec les autres, et
une position de travail dans laquelle il est placé entre
lesdits premiers et seconds tubes (T1, T2) de ma-
nière à empêcher que ces tubes ne soient en contact
les uns avec les autres.

2. Unité d’alimentation selon la revendication 1, dans
laquelle l’élément de séparation (34) est un élément
mince semblable à une feuille ou à une plaque agen-
cé avec son plan médian perpendiculaire au plan
traversant lesdits premier et second axes d’alimen-
tation (x1, x2) et à la même distance desdits premier
et second axes d’alimentation (x1, x2).

3. Unité d’alimentation selon la revendication 1 ou 2,
comprenant en outre un dispositif d’actionnement li-
néaire pour commander le mouvement de l’élément
de séparation (34) entre les-dites positions de repos
et de travail suivant une direction perpendiculaire au
plan traversant lesdits premier et second axes d’ali-
mentation (x1, x2).

4. Unité d’alimentation selon l’une quelconque des re-
vendications précédentes, comprenant en outre un
seul moteur (28) pour faire tourner en même temps
ladite première paire de rouleaux inférieurs (12a,
12b) et ladite seconde paire de rouleaux inférieurs
(14a, 14b) autour des axes de rotation respectifs (ya,
yb).

5. Unité d’alimentation selon l’une quelconque des re-
vendications précédentes, dans laquelle les rou-
leaux amont (12a, 14a) de ladite première paire de
rouleaux inférieurs (12a, 12b) et de ladite seconde
paire de rouleaux inférieurs (14a, 14b) et/ou les rou-
leaux aval (12b, 14b) de ladite première paire de
rouleaux inférieurs (12a, 12b) et de ladite seconde
paire de rouleaux inférieurs (14a, 14b) sont réalisés
d’une seule pièce.

6. Unité d’alimentation selon l’une quelconque des re-
vendications précédentes, dans laquelle ladite pre-
mière paire de rouleaux supérieurs (16a, 16b) et/ou
ladite seconde paire de rouleaux supérieurs (18a,
18b) sont montées folles autour des axes de rotation
respectifs (y’a, y’b).

7. Unité d’alimentation selon l’une quelconque des re-
vendications précédentes, dans laquelle ledit angle
d’inclinaison (α) est compris entre 15° et 45°, bornes
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incluses.

8. Unité d’alimentation selon l’une quelconque des re-
vendications précédentes, dans laquelle lesdits pre-
miers rouleaux latéraux (22) sont orientés avec leurs
axes de rotation inclinés par rapport au plan traver-
sant lesdits premier et second axes de rotation (ya,
yb) suivant un angle (β) compris entre 45° et 90°,
bornes incluses.
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