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Description

[0001] The invention relates to a method and an ap-
paratus for feeding cores, which function as winding
cores of a paper or board roll, to a multistation winder i.
e. a slitter-winder, where customer rolls are wound on an
outer side and on an inner side of the slitter-winder, and
each core is kept in place at both ends with their own
core spindles against one winding roll. The invention in-
troduces an arrangement for conveying cores automat-
ically from the vicinity of the slitter-winder to core maga-
zines of the slitter-winder.

[0002] When slitting a fibre-web roll, the parent roll is
unwound, and the wide web is slitinto smaller webs using
several knife pairs for the slitting. The smaller webs are
wound up into customer rolls around cores operating as
winding cores on the winding section. When they are
completed, the slitter-winder is stopped, and the rolls are
removed from the winders. Support arms pick up new
cores from the core magazines or conveyers, after which
the web will be again wound around them. On the outer
side of the winders, there is a safety gate. During winding,
the safety gate is lowered down i.e. into a safety position.
Then, the operator can fill the core magazines fastened
to the safety gate from the front of the gate. Before the
rolls are removed from the slitter-winder, the safety gates
are lifted up, whereby the rolling path of the rolls becomes
free. The mostcommon method of feeding cores to slitter-
winders is to convey the cores by carts to the front of the
slitter-winder. From the cart, the cores are lifted by hand
to the core magazines. A common known way is also to
convey the cores automatically from the sawing station
to a core table located beside the slitter-winder by a con-
veyer system consisting of lifts and belt conveyers. From
the core table, the cores are conveyed by hand to the
core magazines. An advantage of using the carts is flex-
ibility. At a large mill, one core sawing apparatus can
service up to five slitter-winders. However, an increase
in the width of rolls has caused an ergonomic problem.
The core of a jumbo roll weighs 20 - 25 kg. To lift it by
hand to the inlet of the core magazine located quite high
is a heavy work stage.

[0003] Arrangements for the automatic conveying of
cores to slitter-winders are known of specifications US
2013/008996, US4749140, US4909454, US4508283
and EP0324709.

[0004] Specification EP2669224 also describes the
properties of the above-mentioned arrangements. In the
arrangement of EP2669224, the cores are conveyed to
the point of support arms on top of a feeding beam. In
the arrangement of specification EP2669223, two push-
ers next to each other push the cores to the pick-up po-
sitions of the supports arms. In all of the above arrange-
ments, the cores are conveyed on a line located in the
middle of the slitter-winder. These arrangements are only
suitable for use in new slitter-winders. It is difficult to lo-
cate a long core loading station on the side of a slitter-
winder having the trim width of 7 - 10 m otherwise than
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at new mills.

[0005] On one side of the slitter-winder in relation to
the web direction, drive motors are located. On the op-
posite side, a control room is often located. A very com-
mon layout is that of two slitter-winders positioned next
to each other as mirror images. The control room is sit-
uated in the intermediate space between the slitter-wind-
ers. The drive motors are located on the outermost sides.
The travel of rolls from the back of the slitter-winder to
its front or vice versa takes place at least past the drive
motors of one side. Thus, the slitter-winders are quite
extensively surrounded by obstacles on all sides, and
finding a path to apply the prior-art arrangements is very
difficult. The mills have in their use at least hundreds of
slitter-winders in good conditions which are modernized
by providing them with new automation and new func-
tions. Within such slitter-winders, it is difficult to locate
an apparatus of the types described above. Also in mal-
function situations, the access to apparatuses in the mid-
dle of the slitter-winder is poor.

[0006] Except for roll conveyers, there is usually ade-
quately free space on the outer side of the slitter-winder.
However, the space is very tight on the inner side of the
slitter-winder. The fibre-web coming from the parent roll
forms a top and for its part closes the available space.
The removal of rolls from the inner side of the slitter-
winder substantially decreases the space where core
conveying apparatuses could be located permanently.
To be economically viable, the automatic feeding of cores
must be done to all magazines of the slitter-winder, both
on the outer side as well as on the inner side of the slitter-
winder.

[0007] The object of the invention is to introduce an
arrangement for the automatic feeding of cores which is
technically simple and easily applicable particularly when
modernizing existing slitter-winders. The invention is
characterized by what s stated in the characterizing parts
of the independent claims.

[0008] The method according to the invention relates
to a slitter-winder comprising a driving side from which
cores are conveyed to the slitter-winder; an inner side
and an outer side where a web which has been slit is
wound on the cores as customer rolls; on the inner side
a vertically moveable safety gate having a lower position
which forms a safety position and an upper position which
allows movement in the area; and a core magazine sup-
ported on the safety gate; and in which slitter-winder each
core is kept in place at both ends by their own core spin-
dles against one winding roll. In the method according to
the invention, to convey the cores automatically to the
slitter-winder, the cores are conveyed in a direction along
the core axis, outside the safety gate, from the driving
side of the slitter-winder in a horizontal plane above the
safety gate which is located in the safety position to the
point of, i.e. to the front of, the safety gate. Then the cores
are conveyed further to the core magazines by a motion
performed in a substantially transverse direction in rela-
tion to the core axis.
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[0009] In one embodiment the cores are conveyed to
the inner side and to the outer side of the slitter-winder
in a transverse direction in relation to the core axis by a
transverse conveyer located on the driving side of the
slitter-winder. Advantageously, conveying by the trans-
verse conveyer is performed substantially above the
safety gate in a horizontal plane.

[0010] In one embodiment the cores are conveyed for
two slitter-winders next to each other via the same trans-
verse conveyer. The cores are conveyed from the inner
side to the outer side of the slitter-winder or vice versa
by the transverse conveyer located on the driving side
of the slitter-winder. For the slitter-winders located next
to each other, the core is conveyed from the driving side
of the first slitter-winder to the inner side of the first and
the second slitter-winder by an inner feeding conveyer
located above the paper webs.

[0011] The paper rolls are usually conveyed from one
side of the slitter-winder to the other side of the slitter-
winder at the side of the slitter-winder. This is also an
advantageous location for the transverse conveyance of
the cores which takes place above the roll ramp / roll
conveying line. The transverse conveyer can be imple-
mented as low-structured. Its conveying element is suit-
ably a trough to which the power transmission is imple-
mented by chains, cogged belts or equivalent elements.
[0012] The apparatus according to the invention is de-
signed for conveying cores to a slitter-winder. The slitter-
winder comprises a driving side from which the cores are
conveyed to the slitter-winder; an inner side and an outer
side where a web which has been slit is wound on the
cores as customer rolls; on the inner side a vertically
moveable safety gate having a lower position which
forms a safety position and an upper position which al-
lows movement in the area; and a core magazine sup-
ported on the safety gate. According to the invention the
apparatus comprises a longitudinal conveying device
which is located in a plane higher than the safety gate
located in the safety position, i.e. the lower position, and
also outside the safety gate. Further, the apparatus com-
prises elements for conveying the cores in a direction
along the core axis, i.e. in the longitudinal direction of the
core, from the driving side of the slitter-winder to the front
of the safety gate, and an element for conveying the core
further to the core magazines by a motion performed in
a substantially transverse direction in relation to the core
axis.

[0013] The driving side of the slitter-winder is advan-
tageously provided with a transverse conveyer for con-
veying the cores in a transverse direction in relation to
the core axis to the inner side and to the outer side of the
slitter-winder. The transverse conveyeris advantageous-
ly located at a substantially same height as the longitu-
dinal conveying device, i.e. in a plane above the safety
gate located in the safety position, in practice for example
at a height of about three meters. An advantageous lo-
cation for it is above the roll ramp used for transverse
conveyance of the rolls.
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[0014] Inone embodiment of the invention, when using
two slitter-winders located next to each other, the appa-
ratus comprises, in a plane higher than the safety gate
located in the safety position and outside the safety gate,
an inner feeding conveyer and an outer feeding conveyer
by means of which the cores can be conveyed on the
slitter-winders located next to each other from the driving
side of the first slitter-winder to the inner side and to the
outer side of both slitter-winders.

[0015] The method and the corresponding apparatus
accordingtothe invention have considerable advantages
over the prior art. The invention allows existing and op-
erational slitter-winders to be automatized in terms of the
feeding of cores. In other words, the invention introduces
an arrangement by virtue of which the cores conveyed
to the slitter-winder after being sawn to a predefined size
for customer rolls can be loaded without manual work
stages. Thus, due to the invention the heavy cores no
more have to be lifted manually to the core magazines.
In addition to the ease of work, the invention improves
work safety in the area surrounding the slitter-winder, as
it also significantly reduces the need to spend time in the
immediate vicinity of the slitter-winder.

[0016] The invention will now be described in detail
with reference to the accompanying drawings.

Fig. 1 shows a layout according to one embodiment
of the invention which depicts the logistic conveying
chain of a core from a core sawing section to two
slitter-winders.

Fig. 2 shows atop view of an arrangement according
to another embodiment of the invention.

Fig. 3 shows a side view of the above embodiment,
seen from the direction of the driving side.

Fig. 4 shows an enlargement of the above figure at
the point of a safety gate.

[0017] A core sawing centre 1 servicing several slitter-
winders at a mill is usually located separately from the
slitter-winders. The same paper machine is often serv-
iced by two slitter-winders 11 and 12 which are usually
located next to each other as mirror images. Such an
embodiment is shown in Fig. 1. From a saw 2, a core is
conveyed via a vertical conveyer 3 to a conveyer line 4.
From the conveyer line, the core is conveyed to a con-
veying element 6, most advantageously a trough, of a
transverse conveyer 5. The transverse conveyer is lo-
cated on a driving side of the slitter-winder at a height of
about three metres. An advantageous location is above
atransverse roll conveyer, such as aroll ramp. The trans-
verse conveyer 5 takes the core either to an inner feeding
conveyer 7’ going to an inner side of the slitter-winders
or to an outer feeding conveyer 7" going to an outer side
of the slitter-winders. After the inner feeding conveyer 7’
has conveyed the core to the point of a receiving station
of the slitter-winder 11, a pusher 8’ throws the core to an
inclined vertical conveyer 9’ which takes the core to the
receiving station 10’. A longitudinal conveying device 13’
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takes the core to a core magazine 14’ which is bearing-
mounted on the guides of a safety-gate 15’.

[0018] Equivalently after the inner feeding conveyer 7’
has conveyed the core to the point of a receiving station
of the slitter-winder 12, a pusher 16’ throws the core to
an inclined vertical conveyer 17’ which takes the core to
the receiving station 18’. A longitudinal conveying device
19’ takes the core to a core magazine 20’ which is bear-
ing-mounted on the guides of a safety gate 21’. Further
equivalently after the outer feeding conveyer 7" has con-
veyed the core to the point of a receiving station of the
slitter-winder 11 a pusher 8" throws the coreto aninclined
vertical conveyer 9" which takes the core to the receiving
station 10". A longitudinal conveying device 13" takes
the core to a core magazine 14" which is bearing-mount-
ed on the guides of a safety gate 15". Further equivalently
after the outer feeding conveyer 7" has conveyed the
core to the point of a receiving station of the slitter-winder
12, a pusher 16" throws the core to an inclined vertical
conveyer 17" which takes the core to the receiving station
18". A longitudinal conveying device 19" takes the core
to a core magazine 20" which is bearing-mounted on the
guides of a safety gate 21".

[0019] The receiving station 10’ is located on the same
line with the inlet of the core magazine 14’. Equivalently,
the receiving station 18’ is located on the same line with
the inlet of the core magazine 20’. The receiving station
10" is located on the same line with the inlet of the core
magazine 14". Equivalently, the receiving station 18" is
located on the same line with the inlet of the core mag-
azine 20".

[0020] In the embodiment shown in Figs. 2 and 3, the
cores are conveyed to the slitter-winder 12 by a cart 22
which is docked to a batching tower 23. The cart is ad-
vantageously multi-level, and the cores of at least one
set are located on one level. The operator opens latches
24, whereby the cores are able to roll into batchers. Be-
side the batching tower, there is a vertical conveyer 25
which takes the core from the batcher to the conveying
element 6 of the transverse conveyer 5. The transverse
conveyer takes the core to the point of an inner side ver-
tical conveyer 26’, and a pusher 27’ pushes the core to
the vertical conveyer. The vertical conveyer lowers the
core down until the core is located on the same line with
the inlet of the core magazine 20’. The longitudinal con-
veying device 19’ takes the core to the core magazine
20’ which is bearing-mounted on the guides of the safety
gate 21°.

[0021] The transverse conveyer 5 also takes the core
to the point of an outer side vertical conveyer 26", and a
pusher 27" pushes the core to the vertical conveyer.
[0022] The vertical conveyerlowers the core down until
the core is located on the same line with the inlet of the
core magazine 20". The longitudinal conveying device
19" takes the core to the core magazine 20" which is
bearing-mounted on the guides of the safety gate 21".
[0023] When viewing the inner side safety gate 21’
from the driving side, the longitudinal conveying device
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19’ is located in the sector of 9 - 12 o’clock, and a longi-
tudinal guide of the longitudinal conveying device 19’ is
fastened to a body 28’ of the slitter-winder 12.

[0024] Equivalently when viewing the outer side safety
gate 21" from the driving side, the longitudinal conveying
device 19" is located in the sector of 12 - 15 o’clock, and
a longitudinal guide of the longitudinal conveying device
is fastened to a body 28" of the slitter-winder 12. The
longitudinal conveying device includes bearing units 32
which move directed by the guide. The power unit of the
longitudinal motion is advantageously a servo motor.
[0025] The transverse motion of the longitudinal con-
veying device is most advantageously performed by a
suitable lever structure, such as a parallelogram mech-
anism 29, 29". The power unit of the transverse motion
is advantageously a gear motor, but an implementation
by a pneumatic actuator is also possible. Gripping is ad-
vantageously provided by a row of suction pads 30'.
[0026] The invention can also be realized by other em-
bodiments within the scope of the appended claims.

Claims

1. A method for conveying cores automatically to a slit-
ter-winder (11, 12) comprising a driving side (A) from
which the cores are conveyed to the slitter-winder;
an inner side (B) and an outer side (C) where a web
which has been slit is wound on the cores as cus-
tomer rolls; on the inner side (B) a vertically move-
able safety gate (15’, 15", 21’, 21") having a lower
position which forms a safety position and an upper
position which allows movement in the area; and a
core magazine (14°, 14", 20’, 20") supported on the
safety gate; and in which slitter-winder each core is
keptin place at both ends by their own core spindles
against one winding roll, wherein the cores are con-
veyed in a direction along the core axis, outside the
safety gate, from the driving side (A) of the slitter-
winder in a horizontal plane above the safety gate
(15, 15", 21°, 21") which is located in the safety po-
sition to the point of, i.e. to the front of, the safety
gate, and the cores are conveyed further to the core
magazines (14, 14", 20’, 20") by a motion performed
in a substantially transverse direction in relation to
the core axis.

2. A method according to claim 1, characterized in
that the cores are conveyed to the slitter-winder (11,
12) from its side on the driving side (A).

3. A method according to any one of previous claims,
characterized in that the cores are conveyed to the
inner side (B) and to the outer side (C) of the slitter-
winder (11, 12) in a transverse direction in relation
to the core axis by a transverse conveyer (5) located
on the driving side (A) of the slitter-winder.
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A method according to claim 3, characterized in
that conveying by the transverse conveyer (5) is per-
formed substantially above the safety gate (15, 15",
21’, 21") in a horizontal plane.

A method according to any one of previous claims,
characterized in that the cores are conveyed for
two slitter-winders (11, 12) next to each other via the
same transverse conveyer (5).

A method according to any one of previous claims,
characterized in that for two slitter-winders located
next to each other, the core is conveyed from the
driving side (A) of the first slitter-winder (11) to the
inner side (B) of the first (11) and the second slitter-
winder (12) by an inner feeding conveyer (7’) in a
horizontal plane above the safety gate (15, 15", 21’,
21") located in the safety position.

A method according to any one of previous claims,
characterized in that conveyance which is trans-
verse in relation to the core axis to the inner side (B)
or to the outer side (C) is performed above a roll
conveyance line used when removing the customer
rolls.

An apparatus for conveying cores to a slitter-winder
(11, 12) comprising a driving side (A) from which the
cores are conveyed to the slitter-winder; an inner
side (B) and an outer side (C) where a web which
hasbeen slitis wound on the cores as customerrolls;
on the inner side (B) a vertically moveable safety
gate (15°,15",21’, 21") having a lower position which
forms a safety position and an upper position which
allows movement in the area; and a core magazine
(14°,14", 20’,20") supported on the safety gate;
wherein the apparatus comprises a longitudinal con-
veying device (13, 13", 19’, 19") which is located in
a plane higher than the safety gate (15°, 15", 21’,
21") located in the safety position and outside the
safety gate and which comprises elements (31°, 32’)
for conveying the cores in a direction along the core
axis from the driving side (A) of the slitter-winder (11,
12) to the front of the safety gate (15’, 15", 21’, 21"),
and an element (29’) for conveying the core further
to the core magazines (14’,14”,20’,20”’) by a motion
performed in a substantially transverse direction in
relation to the core axis.

An apparatus according to claim 8, characterized
in that the driving side (A) of the slitter-winder is
provided with a transverse conveyer (5) for convey-
ing the cores in a transverse direction in relation to
the core axis to the inner side (B) and to the outer
side (C) of the slitter-winder.

An apparatus according to claim 8 or 9, character-
ized in that the apparatus comprises, in a plane
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1.

12.

13.

14.

higher than the safety gate (15°, 15", 21°, 21") located
in the safety position and outside the safety gate, an
inner feeding conveyer (7’) and an outer feeding con-
veyer (7") for conveying the cores on the slitter-wind-
ers located next to each other from the driving side
(A) of the first slitter-winder to the inner side and to
the outer side of the slitter-winders.

An apparatus according to claim 10, characterized
in that the slitter-winder comprises a receiving sta-
tion (10’,10",18’,18") for receiving the core conveyed
by the inner feeding conveyer (7’) and by the outer
feeding conveyer (7") and from which the longitudi-
nal conveying device (13, 13", 19’, 19") is arranged
to convey the core to the core magazines (14°,14",
20’,20").

An apparatus according to any one of previous
claims, characterized in that longitudinal guides
(31’) of the longitudinal conveying device (13’, 13",
19’, 19") are fastened to a frame beam (28’) of the
slitter-winder (12).

An apparatus according to any one of previous
claims, characterized in that the element that per-
forms the transverse motion of the core to the core
magazines (14’, 14", 20°, 20") is implemented by a
linked lever structure, such as a parallelogram mech-
anism (29).

An apparatus according to any one of previous
claims, characterized in that a conveying element
(6) of the transverse conveyer (5) is a trough in which
power transmission is implemented by chains,
cogged belts or equivalent elements.

Patentanspriiche

1.

Verfahren zum automatischen Transportieren von
Kernen zu einem Rollenschneider (11, 12), umfas-
send eine Antriebsseite (A), von der aus die Kerne
zum Rollenschneider transportiert werden; eine In-
nenseite (B) und eine Aufenseite (C), auf der eine
geschlitzte Bahn als Kundenrollen auf die Kerne auf-
gewickelt wird; auf der Innenseite (B) ein vertikal be-
wegliches Sicherheitstor (15°, 15", 21°, 21") mit einer
unteren Position, die eine Sicherheitsposition bildet,
und einer oberen Position, die eine Bewegung in
dem Bereich ermdglicht; und ein auf dem Sicher-
heitstor abgestiltztes Kernmagazin (14, 14", 20’,
20"); und wobei in dem Rollenschneider jeder Kern
an beiden Enden durch eigene Kernspindeln gegen
eine Wickelwalze an seinem Platz gehalten wird, wo-
bei die Kerne in einer Richtung entlang der Kernach-
se aullerhalb des Sicherheitstors von der Antriebs-
seite (A) des Rollenschneiders in einer horizontalen
Ebene Uber dem Sicherheitstor (15, 15", 21’, 21"),
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das sich in der Sicherheitsposition befindet, bis zum
Punkt, d.h. an der Vorderseite des Sicherheitstors,
transportiert werden und die Kerne durch eine Be-
wegung, die in einer im Wesentlichen Querrichtung
in Bezug auf die Kernachse ausgeflhrt wird, weiter
zu den Kernmagazinen (14, 14", 20’, 20") transpor-
tiert werden.

Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass die Kerne zu dem Rollenschneider
(11, 12) von seiner Seite auf der Antriebsseite (A)
transportiert werden.

Verfahren nach einem der vorangehenden Anspri-
che, dadurch gekennzeichnet, dass die Kerne zur
Innenseite (B) und zur Auenseite (C) des Rollen-
schneiders (11, 12) in Querrichtung in Bezug auf die
Kernachse durch einen Quertransportierer (5) trans-
portiert werden, der sich auf der Antriebsseite (A)
des Rollenschneiders befindet.

Verfahren nach Anspruch 3, dadurch gekenn-
zeichnet, dass der Transport durch den Quertrans-
portierer (5) im Wesentlichen oberhalb des Sicher-
heitstors (15’, 15", 21’, 21") in einer horizontalen
Ebene durchgefiihrt wird.

Verfahren nach einem der vorangehenden Ansprii-
che, dadurch gekennzeichnet, dass die Kerne fiir
zwei Rollenschneider (11, 12) nebeneinander Gber
denselben Quertransportierer (5) transportiert wer-
den.

Verfahren nach einem der vorangehenden Ansprii-
che, dadurch gekennzeichnet, dass fir zwei ne-
beneinander angeordnete Rollenschneider der Kern
von der Antriebsseite (A) des ersten Rollenschnei-
ders (11) zur Innenseite (B) des ersten (11) und des
zweiten Rollenschneiders (12) durch einen inneren
Zufuhrtransportierer (7°) in horizontaler Ebene Gber
dem in der Sicherheitsposition befindlichen Sicher-
heitstor (15’, 15", 21’, 21") transportiert wird.

Verfahren nach einem der vorangehenden Ansprii-
che, dadurch gekennzeichnet, dass der Trans-
port, der quer in Bezug auf die Kernachse zur Innen-
seite (B) oder zur AuRenseite (C) erfolgt, oberhalb
einer Rollentransportstrecke durchgefiihrt wird, die
zum Entfernen der Kundenrollen verwendet wird.

Vorrichtung zum Transportieren von Kernen zu ei-
nem Rollenschneider (11, 12), umfassend eine An-
triebsseite (A), von der aus die Kerne zum Rollen-
schneider transportiert werden; eine Innenseite (B)
und eine AuRenseite (C), wobei eine geschlitzte
Bahn als Kundenrollen auf die Kerne gewickelt wird;
auf der Innenseite (B) ein vertikal bewegliches Si-
cherheitstor (15’, 15", 21°, 21") mit einer unteren Po-
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10.

1.

12.

13.

sition, die eine Sicherheitsposition bildet, und einer
oberen Position, die eine Bewegung in dem Bereich
ermoglicht; und ein Kernmagazin (14, 14", 20’, 20"),
das an dem Sicherheitstor abgestitzt ist; wobei die
Vorrichtung eine Langstransportvorrichtung (13’,
13", 19°, 19") umfasst, die sich in einer Ebene befin-
det, die hoher als das Sicherheitstor (15’, 15", 21°,
21") liegt, die sich in der Sicherheitsposition und au-
Rerhalb des Sicherheitstors befindet und die Ele-
mente (31°, 32’) zum Transportieren der Kerne in
einer Richtung entlang der Kernachse von der An-
triebsseite (A) des Rollenschneiders (11, 12) zur
Vorderseite des Sicherheitstors (15, 15", 21°, 21")
und ein Element (29’) zum Weitertransportieren des
Kerns zu den Kernmagazinen (14°, 14", 20’, 20”)
durch eine Bewegung, die im Wesentlichen in Quer-
richtung in Bezug auf die Kernachse ausgefiihrt wird,
umfasst.

Vorrichtung nach Anspruch 8, dadurch gekenn-
zeichnet, dass die Antriebsseite (A) des Rollen-
schneiders mit einem Quertransportierer (5) zum
Transportieren der Kerne in Querrichtung in Bezug
auf die Kernachse zur Innenseite (B) und zur AulRen-
seite (C) des Rollenschneiders versehen ist.

Vorrichtung nach Anspruch 8 oder 9, dadurch ge-
kennzeichnet, dass die Vorrichtung in einer Ebene
hoéher als das in der Sicherheitsposition und auf3er-
halb des Sicherheitstors angeordnete Sicherheitstor
(15, 15", 21’, 21") einen inneren Zuflhrtransportie-
rer (7’) und einen dufReren Zufthrtransportierer (7")
zum Transportieren der Kerne auf den nebeneinan-
der angeordneten Rollenschneidern von der An-
triebsseite (A) des ersten Rollenschneiders zur In-
nenseite und zur Au3enseite des Rollenschneiders
umfasst.

Vorrichtung nach Anspruch 10, dadurch gekenn-
zeichnet, dass der Rollenschneider eine Aufnah-
mestation (10°, 10", 18’, 18") zur Aufnahme des vom
inneren Zufuihrtransportierer (7’) und vom auferen
Zufuhrtransportierer (7") transportierten Kerns um-
fasst, und vonder aus die Langstransportvorrichtung
(13, 13", 19’, 19") angeordnet ist, um den Kern zu
den Kernmagazinen (14’, 14", 20, 20") zu transpor-
tieren.

Vorrichtung nach einem der vorangehenden An-
spriche, dadurch gekennzeichnet, dass Langs-
fihrungen (31°) der Langstransportvorrichtung (13,
13", 19, 19") an einem Rahmentrager (28’) des Rol-
lenschneiders (12) befestigt sind.

Vorrichtung nach einem der vorangehenden An-
spriiche, dadurch gekennzeichnet, dass das Ele-
ment, das die Querbewegung des Kerns zu den
Kernmagazinen (14’, 14", 20’, 20”) ausfihrt, durch
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eine verbundene Hebelstruktur, wie beispielsweise
einen Parallelogrammmechanismus (29’), ausge-
fihrt ist.

Vorrichtung nach einem der vorangehenden An-
spriche, dadurch gekennzeichnet, dass ein
Transportelement (6) des Quertransportierers (5) ei-
ne Wanne ist, in der die Kraftibertragung durch Ket-
ten, Zahnriemen oder gleichwertige Elemente er-
folgt.

Revendications

Procédé pour transporter des noyaux automatique-
ment vers une coupeuse-bobineuse (11, 12) com-
prenant un c6té entrainement (A) duquel les noyaux
sont transportés vers la coupeuse-bobineuse ; un
cété intérieur (B) et un c6té extérieur (C) ou une ban-
de qui a été fendue est enroulée sur les noyaux en
tant que rouleaux clients ; sur le cbté intérieur (B),
une porte de sécurité mobile verticalement (15’, 15",
21’, 21") ayant une position inférieure qui forme une
position de sécurité et une position supérieure qui
permet un mouvement dans la zone ; et un magasin
de noyaux (14’, 14", 20’, 20’) supporté sur la porte
de sécurité ; et dans laquelle coupeuse-bobineuse,
chaque noyau est maintenu en place aux deux ex-
trémités par leurs propres broches de noyau contre
un rouleau d’enroulement, dans lequel les noyaux
sont transportés dans une direction le long de I'axe
de noyau, a I'extérieur de la porte de sécurité, du
cété entrainement (A) de la coupeuse-bobineuse
dans un plan horizontal au-dessus de la porte de
sécurité (15, 15", 21°, 21") qui est située dans la
position de sécurité vers le point de, c’est-a-dire vers
l'avant de, la porte de sécurité, et les noyaux sont
transportés en outre vers les magasins de noyaux
(14’, 14", 20’, 20") par un mouvement réalisé dans
une direction sensiblement transversale par rapport
a l'axe de noyau.

Procédé selon larevendication 1, caractérisé en ce
que les noyaux sont transportés vers la coupeuse-
bobineuse (11, 12) de son c6té sur le c6té entraine-
ment (A).

Procédé selon I'une quelconque des revendications
précédentes, caractérisé en ce que les noyaux sont
transportés vers le co6té intérieur (B) et vers le coté
extérieur (C) de la coupeuse-bobineuse (11, 12)
dans une direction transversale par rapport a I'axe
de noyau par un convoyeur transversal (5) situé sur
le c6té d’entrainement (A) de la coupeuse-bobineu-
se.

Procédé selon larevendication 3, caractérisé en ce
que le transport par le convoyeur transversal (5) est
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réalisé sensiblement au-dessus de la porte de sé-
curité (15°, 15", 21°, 21") dans un plan horizontal.

Procédé selon 'une quelconque des revendications
précédentes, caractérisé en ce queles noyauxsont
transportés pour deux coupeuses-bobineuses (11,
12) 'une a co6té de l'autre via le méme convoyeur
transversal (5).

Procédé selon 'une quelconque des revendications
précédentes, caractérisé en ce que pour deux cou-
peuses-bobineuses situées I'une a coté de l'autre,
le noyau est transporté du cété d’entrainement (A)
de la premiére coupeuse-bobineuse (11) versle c6té
intérieur (B) de la premiere (11) et de la deuxieéme
coupeuse-bobineuse (12) par un convoyeur d’ali-
mentation intérieur (7’) dans un plan horizontal au-
dessus de la porte de sécurité (15°, 15", 21°, 21")
située dans la position de sécurité.

Procédé selon 'une quelconque des revendications
précédentes, caractérisé en ce que le transport qui
est transversal par rapport a I'axe de noyau vers le
c6té intérieur (B) ou vers le coté extérieur (C) est
réalisé au-dessus d’une ligne de transport a rouleaux
utilisée lors du retrait des rouleaux clients.

Appareil pour transporter des noyaux vers une cou-
peuse-bobineuse (11, 12) comprenant un cbté en-
trainement (A) duquel les noyaux sont transportés
vers la coupeuse-bobineuse ; un cété intérieur (B)
etun cbté extérieur (C) ou une bande quia été fendue
est enroulée sur les noyaux en tant que rouleaux
clients ; surle cétéintérieur (B), une porte de sécurité
mobile verticalement (15°, 15", 21°, 21") ayant une
position inférieure qui forme une position de sécurité
et une position supérieure qui permet un mouvement
dans la zone ; et un magasin de noyaux (14’, 14",
20’, 20") supporté sur la porte de sécurité ; et dans
lequel I'appareil comprend un dispositif de transport
longitudinal (13’, 13", 19, 19") qui est situé dans un
plan plus haut que la porte de sécurité (15°, 15", 21’,
21") située dans la position de sécurité et a I'extérieur
de la porte de sécurité et qui comprend des éléments
(31’, 32") pour le transport des noyaux dans une di-
rection le long de I'axe de noyau du c6té entraine-
ment (A) de la coupeuse-bobineuse (11, 12) vers
I'avant de la porte de sécurité (15°, 15", 21’, 21"), et
un élément (29’) pour transporter le noyau davanta-
ge vers les magasins de noyaux (14’, 14", 20’, 20")
par un mouvement réalisé dans une direction sen-
siblement transversale par rapport a I'axe de noyau.

Appareil selon la revendication 8, caractérisé en ce
que le cbté entrainement (A) de la coupeuse-bobi-
neuse est doté d’'un convoyeur transversal (5) pour
le transport des noyaux dans une direction transver-
sale parrapportal’axe de noyau vers le coté intérieur
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(B) et vers le cété extérieur (C) de la coupeuse-bo-
bineuse.

Appareil selon la revendication 8 ou 9, caractérisé
en ce que l'appareil comprend, dans un plan plus
hautque laporte de sécurité (15, 15", 217, 21") située
dans la position de sécurité etal’extérieur de la porte
de sécurité, un convoyeur d’alimentation intérieur
(7’) et un convoyeur d’alimentation extérieur (7")
pour le transport des noyaux sur les coupeuses-bo-
bineuses situées I'une a c6té de 'autre du c6té d’en-
trainement (A) de la premiére coupeuse-bobineuse
vers le cété intérieur et vers le coté extérieur des
coupeuses-bobineuses.

Appareil selon la revendication 10, caractérisé en
ce que la coupeuse-bobineuse comprend une sta-
tion de réception (10’, 10", 18’, 18") pour la réception
du noyau transporté par le convoyeur d’alimentation
intérieur (7’) et par le convoyeur d’alimentation ex-
térieur (7") etdepuis laquelle le dispositif de transport
longitudinal (13’, 13", 19’, 19") est agencé pour trans-
porter le noyau vers les magasins de noyaux (14,
14", 20°, 20").

Appareil selon I'une quelconque des revendications
précédentes, caractérisé en ce que des guides lon-
gitudinaux (31’) du dispositif de transport longitudinal
(13, 13", 19’, 19") sont fixés a une poutre de cadre
(28’) de la coupeuse-bobineuse (12).

Appareil selon I'une quelconque des revendications
précédentes, caractérisé en ce que I'élément qui
réalise le mouvement transversal du noyau vers les
magasins de noyaux (14’, 14", 20°, 20") est mis en
oeuvre par une structure de levier tel qu’'un méca-
nisme a parallélogramme (29’).

Appareil selon I'une quelconque des revendications
précédentes, caractérisé en ce qu’un élément de
transport (6) du convoyeur transversal (5) est une
auge dans laquelle la transmission de puissance est
mise en oeuvre par des chaines, des courroies den-
tées ou éléments équivalents.
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