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Description

[0001] The presentinvention relates to a labeling ma-
chine and a labeling process for applying label sheets
onto articles.

[0002] As itis generally known, the packaging of food
or non-food products into respective articles, such as
containers, bottles, receptacles and the like, comes along
with alabeling of the articles by means of respective label
sheets, in particular paper or plastic label sheets, during
a labeling process run with a labeling machine.

[0003] In one common kind of labeling machine, the
articles are driven by a conveying carousel along a pre-
determined path, or track, which guides the articles to-
wards an application station, at which each label sheet
is transferred to the respective article Such device is dis-
closed by document WO 00/34 130, wherein the labelling
machine is equipped with independently controllable
transfer stations in order to match the labels to the articles
to be labelled.

[0004] The label sheets are cut from a web at an ap-
propriate length before being glued by gluing means,
such as a gluing roller, spray and injector system or the
like, and are finally transferred to respective containers
or articles.

[0005] During the cutting and gluing operations, the
label sheets are typically retained on a vacuum drum by
suction.

[0006] In particular, a conventional vacuum drum
presents an outer lateral surface having an approximate-
ly cylindrical lobed configuration; the vacuum drum nor-
mally receives, on its outer lateral surface, a succession
of label sheets at an input station and, after a given ro-
tation about its axis, transfers the label sheets to the ar-
ticles at the application station.

[0007] More specifically, the outer lateral surface of the
vacuum drum comprises two or more sections, which are
equally spaced angularly from each other around the vac-
uum drum axis, are provided with a series of ports and
are adapted to cooperate in use with respective label
sheets.

[0008] Each section is delimited, at the opposite angu-
lar ends, by respective damping pads, which are carried
on the periphery of the vacuum drum at angularly spaced
regions thereof, slightly protrude from the outer lateral
surface and have the function to engage in use with the
leading and the trailing end portions of the label sheets
to be transferred, respectively. To this purpose, the pads
are provided with a plurality of ports.

[0009] In practice, the pads define the zones of the
periphery of the vacuum drum where the label sheet
transfers occur.

[0010] Thedistance between each padand therelative
upstream pad is thus equal to the length of the label sheet
to be processed.

[0011] While the label sheets are being glued, the vac-
uum drum retains the label sheets, already pre-cut by a
rotating knife, using suction through its ports; this suction
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determines a negative pressure on the label sheets,
which are thus retained on the outer lateral surface of
the vacuum drum.

[0012] In particular, each label sheet is soaked with
glue by means of a gluing roller; once arrived at the ap-
plication station, the label sheet is released from the vac-
uum drum by applying a positive pressure through the
ports concerned and then stuck onto the article to be
labeled.

[0013] Typically, the web is wounded on a storing reel
andis broughtfromthe reel to the vacuum drum by means
of a plurality of rollers and other support units for tension-
ing and supporting the web when being advanced.
[0014] The use of gluing rollers has the limitation that
the glue is exposed to the ambient air over a large area;
thus, when hot glue is used, the components volatilize
and may precipitate on adjacent parts or functional ele-
ments of the labeling machine.

[0015] In particular, during the application of the glue
on the web, some filaments of hot glue may deviate from
the application direction and fall down onto portions of
the outer surface of the vacuum drum between succes-
sive separated label sheets, thus soiling the latter vacu-
um drum and, therefore, preventing in operation a free
sliding of the label sheets from the vacuum drum to the
articles at the application station.

[0016] Moreover, the falling of the glue on the vacuum
drum should be in any case avoided, since the vacuum
drum is generally expensive, delicate, and of complex
manufacture, being fabricated from a monolithic alumi-
num casting.

[0017] To preserve the vacuum drum from glue,
US9174757 discloses a labeling machine for labeling ar-
ticles with labels that are cut from a web of labeling ma-
terial onto which glue is applied by means of gluing rollers
before the vacuum drum receives the web.

[0018] The separation of labels is obtained through a
cutting station comprising a blade not rotating with the
drum and arranged on the periphery of the latter.
[0019] However, a need is still felt to improve further
the labeling machine disclosed by document
US9174757, in particular from the point of view of guar-
anteeing the cleanliness and efficiency of the compo-
nents of the same machine.

[0020] Indeed, some undesired glue filaments could
still fall and rest in an uncontrolled manner on portions
of the web that should remain unglued, for instance the
ones that have to be cut in order to separate the labels.
[0021] Such filaments may in fact meet the blade,
hence reducing the efficiency of the latter, and then be
transferred from the blade itself to following portions of
the web.

[0022] Therefore, itis an object of the invention to pro-
vide a labeling machine and a labeling process for ap-
plying label sheets onto articles, which allow improving
separation and cutting of the label sheets.

[0023] This object is achieved by a labeling machine
and a labeling process according to the appended set of



3 EP 3 647 213 B1 4

claims.

[0024] Non-limiting embodiments of the invention will
be described by way of example with reference to the
accompanying drawings, in which:

- figure 1 shows a schematic top plan view of alabeling
machine according to an embodiment of the inven-
tion;

- figure 2 shows a larger-scale perspective view of a
portion of the labeling machine of figure 1;

- figures 3a, 3b, 3c, and 3d show respective larger-
scale top plan views of a pair of label holders of the
machine of figures 1 and 2, during distinct steps of
a labeling process performed by the same labeling
machine;

- figure 4is analogous to figure 3c and shows a variant
of the labeling machine of figure 1;

- figure 5 shows, in perspective view, an alternative
solution for performing the steps of figures 3c and 3d;

- figures 6a, 6b, 6¢, and 6d show respective smaller-
scale top plan views of the solution of figure 5 during
distinct steps of the abovementioned labeling proc-
ess;

- figure 7 is analogous to figure 2 and shows a per-
spective view of a portion of a labeling machine ac-
cording to another embodiment of the invention.

- figures 8a and 8b show respective larger-scale top
plan views of a pair of label holders of the machine
offigure 7, during distinct steps of a labeling process
performed by the same labeling machine;

- figure 9is analogous to figure 7 and shows a variant
of the labeling machine of figure 9.

[0025] With reference to figure 1, number 1 indicates
as a whole a labeling machine for applying label sheets
2 (figure 2) onto articles 3, for instance containers or bot-
tles, having respective axes A and conveyed in a known
manneralonga path P, preferably by a carousel conveyor
4.

[0026] Inthe example shown in figure 1, carousel con-
veyor 4 is controlled to rotate continuously (anticlockwise
in figure 1) about a vertical axis B and carry the articles
3 with the respective axes A parallel to axis B; the path
P comprises, in particular, an arc of circumference ex-
tending horizontally about the axis B.

[0027] Labeling machine 1 comprises:

- aweb feeding unit 5, which stores at least one web
6 being made of labeling material and comprising
the label sheets 2 arranged in series along the web
6 and joined to each other; and

- alabel transfer device 7 arranged and operable to
receive the web 6 atan input station 8, separate each
of the label sheets 2 from the web 6 itself at a sep-
aration station 9, and transfer each of the separated
label sheets 2 to the respective articles 3 at an ap-
plication station 10.
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[0028] Input station 8, separation station 9, and appli-
cation station 10 are arranged in sequence along a trans-
fer path Q that begins at the input station 8 and ends at
the application station 10.

[0029] Input station 8 is adjacent to web feeding unit 5
for allowing the passage of the web 6 from web feeding
unit 5 itself to the label transfer device 7, while application
station 10 is adjacent to the carousel conveyor 4 for al-
lowing the transfer of the separated label sheets 2 to
each of the articles 3.

[0030] In particular, web feeding unit 5 is arranged on
the opposite side of the carousel conveyor 4, with respect
to the label transfer device 7.

[0031] Still with reference to figure 1, web feeding unit
5 comprises areel 11 of web 6, placed facing input station
8 and having an axis C extending vertically, and thus
parallel to axes A and B.

[0032] The reel 11 is drivable to rotate about axis C
(anticlockwise in figure 1) and accordingly unwind the
web 6, so that a leading portion 13 of the web 6 itself is
moved towards the input station 8, where the label trans-
fer device 7 receives the same leading portion 13.
[0033] The label transfer device 7 comprises a con-
veyor member 18 being operable to convey the web 6
along a stretch Q1 of the transfer path Q; the stretch Q1
extends from the input station 8 to the separation station
9.

[0034] At separation station 9, at least one of the label
sheets 2 is separated at a time from the conveyed web
6, so that the separated label sheet 2 is preferably con-
veyed by the same conveyor member 18 to the applica-
tion station 10.

[0035] In particular, the separated label sheet 2 is con-
veyed along a stretch Q2 extending from separation sta-
tion 9 to the application station 10 and, therefore, defining
with the stretch Q1 the whole transfer path Q.

[0036] In the example shown, the conveyor member
18 comprises a fixed closed-loop track 19, preferably el-
liptical as in figure 1 or circular, which comprises:

- atransferportion 19a, which extends along the trans-
fer path Q and is tangent to the carousel conveyor
4 at the application station 10; and

- areturn portion 19b, which extends from the appli-
cation station 10 to the input station 8.

[0037] The conveyor member 18 further comprises at
least two label holders 20 (in the embodiment shown, a
plurality of label holders 20) that are aligned and movable
along the path Q, in particular along the track 19, to con-
vey the web 6 through the stretch Q1 and the separated
label sheets 2 through the stretch Q2.

[0038] According to a possible not shown alternative,
the label holders 20 may be movable along an outer sur-
face of a rotating cylindrical vacuum drum, instead of
along the fixed track 19. In this latter case, the vacuum
drum would have an axis parallel to axes A and B and
the outer surface thereof would extend along the path Q.
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[0039] Inuse, each ofthe label holders 20 receives the
web 6 at the input station 8 in such a manner to retain
one respective label sheet 2 of the web 6.

[0040] Specifically, with reference to the direction of
the transfer path Q (i.e. the advancing direction of the
label holders 20), each label holder 20 has opposite side
end portions 60a, 60b that respectively retain a trailing
edge portion 2a and a leading edge portion 2b of the
corresponding retained label sheet 2.

[0041] In this manner, the adjacent side end portions
60a, 60b of two consecutive label holders 20 respectively
retain the trailing edge portion 2a of the corresponding
upstream label sheet 2 and the leading edge portion 2b
of the corresponding downstream label sheet 2.

[0042] Therefore, a portion 21 of the web 6 is placed
between each pair of consecutive label holders 20 along
the transfer path Q.

[0043] Each portion 21 comprises between two re-
spective consecutive label sheets 2 a corresponding
transition region 22 (figure 3b) that, in the embodiment
shown, is defined by a line between the consecutive label
sheets 2.

[0044] Therefore, each portion 21 comprises a tiny
stretch of the corresponding trailing edge portion 2b and
a tiny stretch of the corresponding leading edge portion
2a.

[0045] Alternatively, each transition region 22 may be
defined by an area interposed between the respective
consecutive label sheets 2.

[0046] According to an aspect of the invention, the la-
bel holders 20 are independently controllable to move
away or toward one another along the transfer path Q
for respectively tensioning the web 6.

[0047] As it will be explained with more details in the
following, the tensioning of the web 6 and, in particular,
of the portions 21 may facilitate separation of the label
sheets 2 from the web 6; on the other hand, the loosening
ofthe web 6 between consecutive label holders 20 allows
folding back each respective portion 21 between the con-
secutive label holders 20 of the corresponding pair, so
that portions 21 are preserved from interactions with de-
vices or stations arranged along the path Q.

[0048] Inthe embodiments shown in enclosed figures,
the label holders 20 comprise respective permanent
magnets (known per se and not shown) thatare arranged
to cooperate magnetically with the track 19; accordingly,
the latter track 19 houses a stator armature formed by a
plurality of individually excitable solenoids (known per se
and not shown) that can be powered to directly and in-
dependently drive the label holders 20 along the path Q
via magnetic-inductive interaction with the respective
permanent magnets.

[0049] Alternatively, the track 19 may be also provided
with the permanent magnets and label holders 20 may
house the individually excitable solenoids.

[0050] Thelabelholders20have prismatic shapes with
respective rear faces 40 facing toward the track 19 and
respective opposite front faces 41 (figure 2).
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[0051] Attheside end portions60a, 60b, the respective
front faces 41 have an increased spacing from the cor-
responding rearfaces 40, so that each of the label holders
20 has an intermediate portion 59 having decreased
thickness with respect to end side portions 60a, 60b.
[0052] In such a manner, the trailing edge portions 2a
and the leading edge portions 2b are more exposed than
the rest of the respective label sheets 2 to possible treat-
ments along the path Q.

[0053] Furthermore, as better visible in figure 3b, the
front faces 41 of each two consecutive label holders 20
at the respective adjacent side end portions 60a, 60b are
beveled toward each other along the path Q; in other
words, such adjacent side end portions 60a, 60b of the
two consecutive label holders 20 present corresponding
bevels 61a, 61b that define a flared seat 62 therebe-
tween.

[0054] Eachflared seat62isintended to house, inuse,
the portion 21 folded back between the corresponding
two consecutive label holders 20, when the latter holders
20 are moved toward one another.

[0055] Moreindetail, eachflared seat62 becomes nar-
rower along the path Q once the corresponding two con-
secutive label holders 20 move toward each other along
the path Q.

[0056] Accordingly, the side end portions 60a, 60b of
such two consecutive label holders 20 allows folding back
of the respective portion 21 during the approaching
movement thereof along the path Q, thus easing the in-
sertion of the portion 21 itself within the narrowing flared
seat 62.

[0057] Preferably, front faces 41 are each provided
with a corresponding plurality of ports 42 that are selec-
tively exploitable to produce suction or a positive pres-
sure on the web 6.

[0058] In particular, the ports 42 pass throughout the
respective label holders 20 (figure 3b) and some of the
ports 42 themselves are placed on the side end portions
60a, 60b, so that the latter portions 60a, 60b retain the
trailing edge portions 2a and the leading edge portions
2b of the label sheets 2 by means of the produced suction.
[0059] Conveniently, some of the ports 42 are specif-
ically placed on the bevels 61a, 61b in order to ease the
insertion of the portions 21 within the respective flared
seats 62.

[0060] To allow production of suction, the label transfer
device 7 comprises an annular rotating tank 43 (figure 1)
connected in a known manner to a vacuum source (not
shown), such as a vacuum pump, and to a rotating dis-
tributor 44, in turn connected to each of the ports 42 by
respective flexible pipes 45.

[0061] Tank43isfurtherconnected in a known manner
to a compressor (not shown) in order to allow production
of positive pressure through the distributor 44, flexible
pipes 45 and ports 42.

[0062] Tank 43 and distributors 44 are mounted to ro-
tate about a common vertical axis E parallel to axes A,
B and C. In addition, tank 43 and distributor 44 are ar-
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ranged substantially in the central area delimited by track
19.

[0063] According to the embodiment of figure 1, the
machine 1 further comprises a gluing station 63 arranged
along the path Q, in particular along the stretch Q1, up-
stream of the separation station 9.

[0064] Gluing station 63 comprises a gluing module or
device 64, in particular defined by a cylindrical glue roller
64a having a vertical axis F parallel to axes A, B, C, E,
and being arranged substantially tangent to the path Q,
such to touch and thus soak, in use, the label sheets 2
retained by the label holders 20.

[0065] In particular, the glue roller 64a is arranged to
soak the trailing edge portions 2a and the leading edge
portions 2b respectively retained by the side end portions
60a, 60b of the label holders 20 passing through the glu-
ing station 63.

[0066] In other words, when a label holder 20 passes
through the gluing station 63, the cylindrical glue roller
cooperate with the respective front face 41 to spread lay-
ers 65 of gluing material over the trailing edge portion 2a
and the leading edge portion 2b of the corresponding
retained label sheet 2.

[0067] Accordingtonon-shown alternatives, the gluing
module 64 may comprise, in addition or in replacement
of the above described cylindrical glue roller, other kind
of different glue spreaders, such as sprayers, extruders,
appliers of adhesive portions and the like.

[0068] Again, with reference to the embodiment of fig-
ure 1, the separation station 9 comprises a cutting module
or device 67 arranged along the path Q on the side of
the front faces 41 and controllable to cut the web 6 be-
tween each consecutive two label holders 20, in partic-
ular at the respective transition regions 22.

[0069] The cutting module 67 (figures 1, 3c, and 3d)
comprises a support base 68 fixed with respect to the
conveyor member 18, a single blade 69, and a mecha-
nism 70 that couples the blade 69 to the support base
68 in a movable manner between at least a resting po-
sition (figures 2 and 3d), in which the blade 69 is spaced
apart from the path Q, and an operative position (figure
3c), in which the blade 69 comes in contact with the web
6, in use.

[0070] The mechanism 70 has a terminal member 71
from which the blade 69 extends, possibly planarly, up
to end with a cutting portion 72 (figure 2) that, in the op-
erative position of the blade 69, is orthogonal to the path
Q in a point W (figure 1), in which crosses the path Q
itself, so as to cut the web 6 in use.

[0071] In particular, the cutting portion 72 has a cutting
edge 73 (figure 2) that is rectilinear and parallel to axes
A, B,CE,F.

[0072] The mechanism 70 is controllable through an
actuator 74 (figure 1) that drives the member 71 to lead
the blade 69 in the operative position when a transition
region 22 approaches the point W. Here, the cutting por-
tion 72 slips into the flared seat 62 between two consec-
utive label holders 20, thus cutting and separating the
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label sheets 2 retained by the two consecutive label hold-
ers 20.

[0073] Inparticular,the mechanism 70 further compris-
esalinearguide 75 thatis fixed with respect to the support
base 68, extends parallel to a direction orthogonal to the
path Q in the point W, and constraints the member 71 to
slide along such direction between two limit stops (not
shown), respectively corresponding to the resting and
operative position of the blade 69.

[0074] According to avariantofthe machine 1, of which
an example is provided in figure 4, one of the label holders
20 in each pair of adjacent label holders 20 carries in a
respective fixed position a corresponding counterblade
79. In particular, the label holders 20 carrying the coun-
terblades 79 are arranged alternately along the path Q
with the other label holders 20.

[0075] The counterblades 79 may be respectively ar-
ranged at the side end portions 60a or at the side end
portions 60b; in the example shown, the counterblades
79 are respectively carried by the side end portions 60a.
[0076] In detail, each counterblade 79 slightly pro-
trudes toward the side end portion 60b of the adjacent
label holder 20 without counterblade 79 and ends up with
a cutting edge 80 within the flared seat 62. Alternatively,
some or all counterblades 79 are carried by side end
portions 60b and slightly protrude toward the side end
portions 60a of the respective adjacent label holders 20
without counterblades 79.

[0077] Two consecutive label holders 20 are moved at
separation station 9 so that the counterblade 79 carried
by one of such two consecutive label holders 20 touches
with the cutting edge 80 the corresponding transition re-
gion 22 at point W; in such a way, such counterblade 79
cooperates with the blade 69 in the operating position
thereof to achieve a smooth cut of the transition region
22 at point W.

[0078] As an alternative or in addition to the cutting
module 67, the separation station 9 comprises a different
rotating cutting module 82 shown in figure 5 and having
the same function of the cutting module 67.

[0079] The rotating cutting module 82 comprises a ro-
tary actuator 83 arranged about an axis H, preferably
vertical, at a fixed distance from the path Q, and a main
shaft or body 84 that extends along the axis H, is coupled
to the actuator 83 and is drivable by the actuator 83 to
rotate about the axis H (anticlockwise in figures 5, 6a,
6b, 6¢, and 6d).

[0080] Moreover, the rotating cutting module 82 com-
prises a blade 85 carried by the main body 84 and pro-
truding from the main body 84 itself.

[0081] Preferably, the blade 85 extends along a radial
direction from axis H up to a linear cutting edge 86 that,
in particular, is parallel to the axis H. The latter edge 86
has a distance from the axis H at least equal to that of
the same axis H from the path Q.

[0082] Inuse, the actuator 83 drives the main body 84
in a continuous manner so that the blade 85 assumes a
plurality of angular positions about the axis H, among
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which at least an operating position (figure 6¢) thereof is
distinguished in that the cutting edge 86 is incident with
the path Q for cutting the web 6 at transition regions 22.
[0083] Conveniently, the main body 84 is driven with
a constant angular rate while the label holders 20 are
coordinately moved based on such angularrate toensure
meeting between the cutting edge 86 and one transition
region 22 at each complete revolution of the main body
84, starting from the operative position of the blade 85.
[0084] Preferably, the blade 85 is hinged to the main
body 84 about an axis K, fixed and parallel to axis H, for
allowing the orientation adjustment of the same blade
85. Moreover, the rotating cutting module 82 further com-
prises locking means 87, such as a locking screw, to fix
in use the angular position of the blade 85 about the axis
K or, in other words, the distance between the cutting
edge 86 and the axis H.

[0085] Now, an exemplary operation of the labeling
machine 1 will be described in the following with refer-
ence to only two consecutive label holders 20 starting
from the input station 8.

[0086] The following consecutive label holders 20 op-
erate exactly in the same manner as the first two, so a
detailed description of their operation will be avoided for
the sake of conciseness.

[0087] Since fromthe starting of the operation, the web
feeding unit 5 feeds the web 6 to the conveyor member
18 at the input station 8.

[0088] Here, the two consecutive label holders 20 are
preferably moved altogether with the same velocity along
the path Q towards the gluing station 63, while the afore-
mentioned vacuum pump connected to the tank 43 is
activated to suck air from ports 42.

[0089] The velocity of the two consecutive label hold-
ers 20 is set in such a manner that each of the two con-
secutive label holders 20 meets at the input station 8 one
corresponding label sheet 2 of the fed web 6.

[0090] In particular, the trailing edge portion 2a and the
leading edge portion 2b of both the label sheets 2 are
respectively received by the two consecutive label hold-
ers 20 at the side end portions 60a, 60b thereof.

[0091] Accordingly, the two consecutive label holders
20 retain the respective label sheets 2 at the input station
8 atleast by means of the suction produced through ports
42 placed on the side end portions 60a, 60b.

[0092] Then, the two consecutive label holders 20 con-
vey the web 6 along the path Q towards the gluing station
63 while the vacuum pump is still active (figure 3a).
[0093] Before the downstream label sheet 2 of the con-
veyed web 6 along the stretch Q1 reaches the gluing
station 63, the two consecutive label holders 20 are ad-
vantageously moved toward one another, so that the re-
spective portion 21 between such label holders 20 is loos-
ened and accordingly folded back within the flared seat
62 defined by the label holders 20 themselves (figure 3b).
[0094] In particular, the above two consecutive label
holders 20 are moved toward one another untilthey reach
arelative distance along the path Q, such that the trailing
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edge portions 2a and the leading edge portions 2b can
perfectly adhere on the respective bevels 61a, 61b, pos-
sibly with the easing contribution of the suction produced
through ports 42.

[0095] In this manner, the folded back portion 21 be-
tween the two consecutive label holders 20 is inserted
within the corresponding flared seat 62.

[0096] Moreover, the folded back portion 21 retracts
with respect to the gluing module 64 and, therefore, can-
not receive any layers 65 even at the passage of the two
consecutive label holders 20 through the gluing station
63.

[0097] On the other hand, when the two consecutive
label holders 20 pass through the gluing station 63, the
exposed trailing edge portions 2a and leading edge por-
tions 2b retained by the corresponding side end portions
60a, 60b are soaked with respective layers 65 deposited
by the gluing module 64.

[0098] Nevertheless, the distance adjustment be-
tween the two consecutive label holders 20 may be un-
necessary in case the same label holders 20 were al-
ready positioned at the input station 8 to receive the web
6 and to fold back here the portion 21 within the flared
seat 62.

[0099] After the soaking with gluing material, the web
6 is conveyed by the two consecutive label holders 20
along the stretch Q1 from the gluing station 63 towards
the separation station 9 with the vacuum pump being
active.

[0100] Once the two consecutive label holders 20 over-
come the gluing station 63 along the stretch Q1, the rel-
ative distance between such label holders 20 may be
increased to unfold the respective portion 21 and there-
after provoke tensioning of the same portion 21.

[0101] Such tensioning is intended to ease the sepa-
ration of the upstream label sheet 2 from the web 6.
[0102] Hence, when the two consecutive label holders
20 lead the transition region 22 to the point W of the path
Q at the separation station 9, the cutting module 67 or
the rotating cutting module 82 are operated so that the
blade 69 or, respectively, the blade 85 cut the transition
region 22 at the same point W with respective modes
already mentioned in detail above, thus producing sep-
aration of the upstream label sheet 2 from the web 6.
[0103] Here, the upstream one of the two consecutive
label holders 20 is conveniently accelerated toward the
application station 10 along the stretch Q2. In such a
manner, such upstream label holder 20 is distanced from
the downstream label holder 20 still at the separation
station 9 (figure 3d).

[0104] Moreover, while the vacuum pump is active, the
upstream labelholder 20 is moved to convey the separate
label sheet 2 to the application station 10, where the same
upstream label holder 20 meets an article 3 that has been
already fed to the conveyor carousel 4 along the path P.
[0105] Here, the separated label sheet 2 is transferred
to the article 3, in particular by shutting down the vacuum
pump and activating the aforementioned compressor
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connected to the tank 43.

[0106] The positive pressure produced by such com-
pressor pushes the separated label sheet 2 away from
the respective label holder 20 to the article 3. Thanks to
the layers 65 on the trailing edge portion 2a and the lead-
ing edge portion 2b of the separated label sheet 2, the
latter is attached in a known manner (not described fur-
ther) to the article 3.

[0107] At the end of the labeling of the article 3, the
label holder 20 conveying the separated label sheet 2 is
further accelerated along the return portion 19b to reach
again the input station 8 (figure 1).

[0108] With reference to figure 7, the number 1’ indi-
cates as awhole alabeling machine according to a further
embodiment of the invention.

[0109] The labeling machine 1’ is similar to labeling
machine 1 and will be described hereinafter only as far
as it differs therefrom; corresponding or equivalent parts
oflabeling machines 1, 1’ will be indicated where possible
by the same reference numbers.

[0110] In particular, labeling machine 1’ differs from
labeling machine 1 for having a weakening station 111
instead of cutting modules 67, 69. The weakening station
111 is arranged along the path Q on the side of the faces
41 and between the input station 8 and the gluing station
63.

[0111] The weakening station 111 is configured and
controllable to create a weakening on each portion 21 at
the corresponding transition region 22, such thatthe label
sheets 2 are separable at separation station 9 simply by
moving away the two consecutive label holders 20 strad-
dling each portion 21 along the path Q.

[0112] Indeed, the portions 21, which are weakened
by means of the weakening station 111, are less resistant
to traction than the rest of the web 6, so that the transition
regions 22 easily break.

[0113] In particular, the transition regions 22 are bro-
ken when the corresponding two consecutive label hold-
ers reach a predetermined distance (figure 8b) corre-
sponding to a breaking traction load that is inferior to that
necessary for breaking an intact transition region 22. In
view of that, the separation station 9 does not need to
comprise any kind of cutting element, such as a blade or
the like.

[0114] Indeed, the separation of each label sheet 2 can
conveniently occur only by means of the tension pro-
voked by moving the corresponding upstream label hold-
er 20 away from the following corresponding downstream
label holder 20.

[0115] Preferably, the weakening station comprises a
pre-perforation module 67’ that has the same structure
and components of the cutting module 67 except for the
blade 69, which is replaced by a plurality of spines 69’
protruding from the terminal member 71 of the mecha-
nism 78 toward the path Q.

[0116] Similarly, the spines 69’ are driven by the mech-
anism 78 between a resting position, in which are spaced
apart from the path Q, and an operative position in which
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perforate the web 6 in use.

[0117] More in particular, the spines 69’ extend along
respective directions orthogonal to axes A, B, C, E, F.
The spines 69’ are spaced between each other, so to
produce onto web 6 a plurality of perforations 113 that
are separated between each other by bridges of the same
labeling material of the web 6. Such perforations 113
define the weakening above.

[0118] More in detail, the spines 69’ are arranged ac-
cording to a single row so that the weakening is defined
by a corresponding row of perforations 113. Alternatively,
the pre-perforation station 111 may be provided with
more rows of spines 69’ to produce corresponding rows
of perforations 113 on the web 6.

[0119] The row of spines 69’ intersects in the operative
position the path Q in a point V, while the mechanism 70
is controllable through the actuator 74 to lead the spines
69’ to the operative position when a transition region 22
approaches the point V. Here, the spines 69’ perforate
the transition region 22 so to define a corresponding
weakening on the respective portion 21.

[0120] The operation of labeling machine 1’ is similar
to machine 1 and is described only insofar as it differs
from that of machine 1.

[0121] In particular, the two consecutive label holders
20 are moved in a coordinated manner with the spines
69’, so that the latter reach the operative position when
the transition region 22 reaches the point V (figure 7). In
such a manner, the respective portion 21 is weakened
when the transition region 22 thereof passes through the
weakening station 111 towards the gluing station 63.
[0122] Moreover, the two consecutive label holders 20
are moved away one another at the separation station 9
until reaching a relative distance that corresponds to the
breaking tension load of the weakened portion 21 be-
tween such two consecutive label holders 20 (figure 8b).
[0123] Therefore, the corresponding transition region
22 breaks so that the upstream label sheet 2 ends up
separated by the web 6; then, the corresponding up-
stream label holder 20 accelerates toward the application
station 10.

[0124] According to a variant of the machine 1’ shown
in figure 9, the weakening station 111 is lacking and the
web feeding unit 5 stores a web 6 already provided with
label sheets 2 joined each other through weakened por-
tions 22’. Therefore, the above-described operation of
perforating transition regions 22 by means of a pre-per-
foration module 67’ becomes unuseful in this case.
[0125] According to a not shown further variant of the
machine 1’, the portions 21 could even lack any weak-
ening. In this latter case, an increased tensioning of the
web 6 will be needed.

[0126] Fromthe above, the advantages oflabeling ma-
chines 1, 1", made according to the invention, are appar-
ent.

[0127] In particular, by moving the label holders 20 to-
wards one another along the path Q and thus folding
back portions 21, it is possible to protect from glue fila-
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ments the latter portions 21 and, more in particular, the
corresponding transition regions 22, so that soiling of
blades 69, 85, track 19, and label holders 20 themselves
is likely prevented.

[0128] The shapes of the label holders 20 that define
the flared seats 62 allow the portions 21 to be folded back
in an accurate and reliable manner. Contextually, the
shape of side end portions 60a, 60b allows the correct
soaking of only the trailing edge portions 2b and leading
edge portions 2a of the label sheets 2.

[0129] On the other hand, a movement of two consec-
utive label holders along the path Q according to opposite
directions produce a tensioning that ease the cutting of
the transition regions 22 or even allow the direct sepa-
ration of the label sheets 2 from the web 6, without using
any cutting means that may be soiled by glue or other
external agents.

[0130] In the case of absence of cutting means, the
pre-perforation of each transition regions 22 greatly fa-
cilitate the separation of the label sheet 2 from the web
6. This can be easily obtained along the path Q before
gluing the edge portions 2a, 2b by means of a simple
device like the pre-perforation module 67°.

[0131] Betweentheexploitable existent cutting means,
the rotating cutting module 82 is a very simple and reliable
choice that might allow using the only actuator 83 for
driving both the main body 84 and, for instance, the car-
ousel 4, in view of the respective rotational motions there-
of about parallel axes H, A.

[0132] On the otherhand, the cutting module 67 allows
the most effective separation of the label sheets 2 from
the web 6 due to the orthogonality of the cutting portion
72 with respect to the web 6 in the operating position of
the blade 69.

[0133] Thecounterblades 79 furtherincrease the qual-
ity of the cutting and the linearity of the edges of the sep-
arated label sheets 2.

[0134] Eventually, it will be apparent to the skilled per-
son that changes may be performed to labeling machines
1, 1’ as described andillustrated herein without, however,
departing from the scope of the accompanying claims.
[0135] In particular, the gluing station 63 may be ab-
sentin bothlabelingmachines 1, 1’, while the web feeding
unit 5 may store a web already provided with pre-applied
portions of adhesive at the trailing edge portions 2a and
the leading edge portions 2b of the label sheets 2.
[0136] In such a manner, the operation of folding back
the portions 21 may be conveniently waived and the prob-
ability of soling any component of the labeling machines
1, 1’ is reduced at minimum.

[0137] Furthermore, the cutting modules 67, 68 may
be functionally replaced in the labeling machine 1 by a
laser-cutting module or, more in general, by other known
kinds of cutting means suitable for cutting the web 6 at
the transition regions 22.

[0138] Finally, the pre-perforation station 111 may be
also arranged between the gluing station 63 and the sep-
aration station 9, instead of being arranged upstream of
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the gluing station 63.

Claims

1. A labeling machine (1; 1’) configured to receive, at
an input station (8), a web (6) of labeling material
comprising a series of label sheets (2) joined to each
other and to feed separated label sheets (2) to re-
spective articles (3) at an application station (10);
said machine (1; 1’) comprising:

- a conveyor member (18) configured to convey
said web (6) along a path (Q) from said input
station (8) toward said application station (10),
said conveyor member (18) comprising at least
two separate label holders (20) moving along
said path (Q) and receiving, in use, said web (6)
at said input station (8) such to cooperate in con-
tact with respective successive label sheets (2)
of the web (6) itself; and

- a separation station (9) arranged along said
path (Q) between said input station (8) and said
application station (10), and at which at least
one of said label sheets (2) atatimeis separated
from said web (6);

characterized in that said label holders (20) are in-
dependently controllable along said path (Q) and are
configured to

-move away from one another at said separation
station (9) to tension said web (6) between said
label holders (20).

2. The labeling machine according to claim 1, wherein
said label holders (2) comprise respective suction
pads (60a, 60b) for retaining, in use, said label sheets
(2) by means of suction.

3. The labeling machine according to claim 1 or 2,
wherein said conveyor member (18) comprises a
transfer track (19), said label holders (20) being self-
movable on said transfer track (19) .

4. The labeling machine according to any one of the
preceding claims, wherein said label holders (20) are
controlled to move away from one another at said
separation station (9) until the tension on said web
(6) causes the separation of said at least one of said
label sheets (2) from said web (6).

5. The labeling machine according to any one of the
preceding claims, further comprising a weakening
station (111) arranged upstream of said separation
station (9) or being part of said separation station (9)
and configured to create, in use, a weakening on a
transition region (22) of said web (6) between two
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successive label sheets (2), such to produce sepa-
ration of said at least one of said label sheets (2)
from said web (6) upon tensioning of said web be-
tween said label holders (20).

The labeling machine according to claim 5, wherein
said weakening station (111) is arranged along said
path (Q) between said input station (8) and said sep-
aration station (9) .

The labeling machine according to any one of claims
from 1 to 4, wherein said web (6) of labeling material
is already provided, at said input station (8), with a
weakening on a transition region (22) between two
successive label sheets (2), such to produce sepa-
ration of said at least one of said label sheets (2)
from said web (6) upon tensioning of said web (6)
between said label holders (20).

The labeling machine according to any one of claims
from 5 to 7, wherein said weakening comprises a
plurality of perforations (113) through said transition
region (22) and separated by bridges of intact labe-
ling material, said perforations (113) being prefera-
bly aligned to form a weakening line orthogonal to
said path (Q).

The labeling machine according to any one of claims
from 1 to 3, wherein said separation station (9) com-
prises a cutting device (67; 82) controllable to cut, in
use, said local portion (21) of said web (6) between
said label holders (20), such to separate said at least
one of said label sheets (2) from said web (6).

The labeling machine according to claim 9, wherein
said cutting device (67) comprises:

- asingle blade (69) having an essentially planar
cutting end portion (72); and

-amechanism (70) coupled to said single blade
(69) and controllable to move said single blade
(69) at least between a resting position, in which
said planar cutting end portion (72) is spaced
apart from said path (Q), and an operating po-
sition, in which said planar cutting end portion
(72) crosses orthogonally said path (Q)in a point
(W), such to cut, in use, said local portion (21)
of said web (6) at said point (W).

The labeling machine according to claim 10, wherein
one of said label holders (20) carries in a fixed posi-
tion a planar counterblade (79) facing towards the
other one of said label holders (20) along said path
(Q), said counterblade (79) being arranged to coop-
erate in contact with said planar cutting end portion
(72) when said blade (69) is in the operating position.

The labeling machine according to claim 9, wherein
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13.

14.

15.

16.

17.

18.

said cutting device (82) comprises:

- a support shaft (84) rotatable about a central
axis (H) that is fixed with respect to said path
(Q); and

- a single blade (85) carried by said shaft (84),
externally protruding from said shaft (84) and
ending up with a linear cutting edge (86) that is
incident with said path (Q) at least at a given
angular position of said shaft (84) about said
central axis (H), such to cut said local portion
(21) of said web (6), in use, when said shaft (84)
reaches said angular position;

The labeling machine according to claim 12, wherein
said blade (85) is hinged to said shaft (84) about an
eccentric axis (K) parallel to said central axis (H),
said cutting device (82) further comprising locking
means (87) configured to fix said blade (85) in an
operative angular position about said eccentric axis
(K), such that said cutting edge (86) is incident with
said path (Q) at said angular position of said shaft
(84).

The labeling machine according to any one of the
preceding claims, further comprising a gluing station
(63)arranged along said path (Q) between said input
station (8) and said separation station (9) to deposit
at least a layer of adhesive material onto each label
sheet (2) of said web (6) .

The labeling machine according to claim 14, wherein
said label holders (20) are controlled to reach a pre-
determined relative distance at which said local por-
tion (21) of said web (6) is folded back between said
label holders (20) and such that said relative distance
is maintained at said gluing station (63).

The labeling machine according to claim 14 or 15,
wherein said label holders (20) have respective ad-
jacent beveled end portions (61a, 61b) that define
along said path (Q) and between said label holders
(20) a flared seat (62) for easing insertion of said
local portion (21) within said flared seat (62), said
seat (62) becoming narrower along said path (Q) as
the label holders (20) move towards one another,
such that said local portion (21) of said web (6) is
folded back, in use, between said label holders (20)
within said seat (62).

The labeling machine according to any one of claims
from 1 to 13, wherein said web (6) of labeling material
is already provided at the input station (8) with at
least an adhesive layer applied on one face thereof
at each of said label sheets (2).

A labeling process for applying label sheets onto ar-
ticles (3), the process comprising the steps of:
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- feeding at least one article (3) along a first path
P);

- providing a web (6) of labeling material to an
input station (8), the web (6) comprising a series
of label sheets (2) joined to each other;

- feeding said web (6) along a second path (Q)
from said input station (8) toward an application
station (10), in which said second path (Q) meets
said first path (P);

- separating at least one of said label sheets (2)
atatime from said web (6) at a separation station
(9) arranged along said second path (Q) be-
tween said input station (8) and said application
station (10); and

- feeding the separated label sheet (2) to said
article (3) at said application station (10);

characterized by further comprising the step of ten-
sioning said web (6) at said separation station (9).

The process according to claim 18, wherein the step
of feeding said web (6) along said second path (Q)
comprises retaining said web (6) at two successive
label sheets (2) of the web (6) itself from said input
station (8) by means of two separate label holders
(20), said local portion (21) of said web (6) being
placed between said label holders (20); and

wherein the step of tensioning said web (6) compris-
es the further step of moving away said label holders
(20) from one another at said separation station (9).

The process according to claim 19, wherein said la-
bel holders (20) are moved towards one another until
reaching a predetermined relative distance at which
said local portion (21) of said web (6) is folded back
between said label holders (20).

The process according to claim 20, wherein said rel-
ative distance is maintained at a gluing station (63)
arranged along said second path (Q) between said
input station (8) and said separation station (9).

The process according to claim 18, wherein the web
(6) of labeling material is provided with at least an
adhesive layer applied on one face thereof at each
of said label sheets (2).

The process according to any one of claim from 18
to 22, wherein said label sheets (2) are separated
only by tensioning said local portion (21)

The process according to claim 23, further compris-
ing the step of creating or providing said web (2) with
a weakening on a transition region (22) of said web
(6) between two successive said label sheets (2),
such to produce separation of said at least one of
said label sheets (2) from said web (6) upon tension-
ing of said local portion (21) of said web (6) .
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10

25. The process according to any one of claims from 18

to 22, wherein said label sheets (2) are separated
by cutting said local portion (21) of said web (6).

Patentanspriiche

1.

Etikettiermaschine (1; 1’), die eingerichtet ist, um an
einer Eingabestation (8) ein Gewebe (6) eines Eti-
kettiermaterials aufzunehmen, das eine Reihe von
Etikettfolien (2) umfasst, die miteinander verbunden
sind, und um getrennte Etikettfolien (2) an jeweilige
Artikel (3) an einer Aufbringungsstation (10) einzu-
speisen;

die Maschine (1; 1’) Folgendes umfassend:

- ein Transportelement (18), das eingerichtet ist,
um das Gewebe (6) entlang eines Pfads (Q) aus
der Eingabestation (8) in Richtung auf die Auf-
bringungsstation (10) zu transportieren, wobei
das Transportelement (18) mindestens zwei ge-
trennte Etiketthalterungen (20) umfasst, die sich
entlang des Pfads (Q) bewegen, und beim Be-
trieb das Gewebe (6) an der Eingabestation (8)
derartig aufnimmt, um im Kontakt mit jeweiligen
aufeinanderfolgenden Etikettfolien (2) des Ge-
webes (6) selbst zusammenzuwirken; und

- eine Trennstation (9), die entlang des Pfads
(Q) zwischen der Eingabestation (8) und der
Aufbringungsstation (10) angeordnetist, und an
der mindestens eine der Etikettfolien (2) zu ei-
nem Zeitpunkt von dem Gewebe (6) getrennt
wird;

dadurch gekennzeichnet, dass die Etiketthalte-
rungen (20) entlang des Pfads (Q) unabhangig steu-
erbar sind und eingerichtet sind, um

- sich an der Trennstation (9) voneinander weg
zu bewegen, um das Gewebe (6) zwischen den
Etiketthalterungen (20) zu spannen.

Etikettiermaschine nach Anspruch 1, wobei die Eti-
ketthalterungen (2) jeweilige Saugstellen (60a, 60b)
zum Halten der Etikettfolien (2) beim Betrieb mittels
Saugung umfassen.

Etikettiermaschine nach Anspruch 1 oder 2, wobei
das Transportelement (18) eine Ubertragungsspur
(19) umfasst, wobei die Etiketthalterungen (20) auf
der Ubertragungsspur (19) selbstbeweglich sind.

Etikettiermaschine nach einem der vorhergehenden
Anspriiche, wobei die Etiketthalterungen (20) ge-
steuert werden, um sich an der Trennstation (9) von-
einander weg zu bewegen, bis die Spannung auf
dem Gewebe (6) die Trennung der mindestens einen
der Etikettfolien (2) von dem Gewebe (6) bewirkt.
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Etikettiermaschine nach einem der vorhergehenden
Anspriiche, weiterhin eine Abschwéachungsstation
(111) umfassend, die stromaufwartig von der Trenn-
station (9) angeordnet ist oder Teil der Trennstation
(9) ist und die eingerichtet ist, um beim Betrieb eine
Abschwéchung auf einem Ubergangsbereich (22)
des Gewebes (6) zwischen zwei aufeinanderfolgen-
den Etikettfolien (2) derartig zu erzeugen, um eine
Trennung der mindestens einen der Etikettfolien (2)
von dem Gewebe (6) beim Spannen des Gewebes
zwischen den Etiketthalterungen (20) zu produzie-
ren.

Etikettiermaschine nach Anspruch 5, wobei die Ab-
schwachungsstation (111) entlang des Pfads (Q)
zwischen der Eingabestation (8) und der Trennsta-
tion (9) angeordnet ist.

Etikettiermaschine nach einem der Anspriiche 1 bis
4, wobei das Gewebe (6) des Etikettiermaterials an
der Eingabestation (8) bereits mit einer Abschwa-
chung auf einem Ubergangsbereich (22) zwischen
zwei aufeinanderfolgenden Etikettfolien (2) derartig
versehen ist, um eine Trennung der mindestens ei-
nen der Etikettfolien (2) von dem Gewebe (6) beim
Spannen des Gewebes (6) zwischen den Etiketthal-
terungen (20) zu produzieren.

Etikettiermaschine nach einem der Anspriiche 5 bis
7, wobei die Abschwachung mehrere Perforationen
(113)durch den Ubergangsbereich (22) umfasst und
durch Briicken aus intaktem Etikettiermaterial ge-
trennt ist, wobei die Perforationen (113) vorzugswei-
se ausgerichtet sind, um eine Abschwachungslinie
orthogonal zu dem Pfad (Q) auszubilden.

Etikettiermaschine nach einem der Anspriiche 1 bis
3, wobei die Trennstation (9) eine Schneidevorrich-
tung (67; 82) umfasst, die steuerbar ist, um beim
Betrieb den lokalen Abschnitt (21) des Gewebes (6)
zwischen den Etiketthalterungen (20) derartig zu
schneiden, um die mindestens eine der Etikettfolien
(2) von dem Gewebe (6) zu trennen.

Etikettiermaschine nach Anspruch 9, wobei die
Schneidevorrichtung (67) Folgendes umfasst:

- eine einzelne Klinge (69) miteinemim Wesent-
lichen planaren Schneideendabschnitt (72); und
-einen Mechanismus (70), der mit der einzelnen
Klinge (69) gekoppelt ist und steuerbar ist, um
die einzelne Klinge (69) mindestens zwischen
einer Ruheposition, in welcher der planare
Schneideendabschnitt (72) von dem Pfad (Q)
beabstandet ist, und einer Betriebsposition zu
bewegen, in welcher der planare Schneideen-
dabschnitt (72) den Pfad (Q) in einem Punkt (W)
derartig orthogonal kreuzt, um beim Betrieb den
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1"

1.

12.

13.

14.

15.

16.

20

lokalen Abschnitt (21) des Gewebes (6) an dem
Punkt (W) zu schneiden.

Etikettiermaschine nach Anspruch 10, wobei eine
der Etiketthalterungen (20) in einer festen Position
eine planare Gegenklinge (79) tragt, die der anderen
der Etiketthalterungen (20) entlang des Pfads (Q)
gegenibersteht, wobei die Gegenklinge (79) ange-
ordnet ist, um im Kontakt mit dem planaren Schne-
ideendabschnitt (72) zusammenzuwirken, wenn die
Klinge (69) in der Betriebsposition ist.

Etikettiermaschine nach Anspruch 9, wobei die
Schneidevorrichtung (82) Folgendes umfasst:

- einen Tragschaft (84), der um eine zentrale
Achse (H) drehbar ist, die hinsichtlich des Pfads
(Q) feststehend ist; und

- eine einzelne Klinge (85), die durch den Schaft
(84) getragen wird und extern aus dem Schaft
(84) vorsteht und mit einer linearen Schneide
(86) endet, die mit dem Pfad (Q) mindestens an
einer gegebenen Winkelposition des Schafts
(84) um die zentrale Achse (H) derartig zusam-
menfallt, um den lokalen Abschnitt (21) des Ge-
webes (6) beim Betrieb zu schneiden, wenn der
Schaft (84) die Winkelposition erreicht.

Etikettiermaschine nach Anspruch 12, wobei die
Klinge (85) drehbar an dem Schaft (84) um eine ex-
zentrische Achse (K) parallel zu der zentralen Achse
(H) befestigt ist, wobei die Schneidevorrichtung (82)
weiterhin ein Verriegelungsmittel (87) umfasst, das
eingerichtet ist, um die Klinge (85) in einer betriebs-
bereiten Winkelposition um die exzentrische Achse
(K) derartig zu befestigen, dass die Schneide (86)
an der Winkelposition des Schafts (84) mit dem Pfad
(Q) zusammenfallt.

Etikettiermaschine nach einem der vorhergehenden
Anspriiche, weiterhin eine Klebestation (63) umfas-
send, die entlang des Pfads (Q) zwischen der Ein-
gabestation (8) und der Trennstation (9) angeordnet
ist, um mindestens eine Schicht Klebstoffmaterial
auf jeder Etikettfolie (2) des Gewebes (6) abzula-
gern.

Etikettiermaschine nach Anspruch 14, wobei die Eti-
ketthalterungen (20) gesteuert werden, um eine vor-
bestimmte relative Entfernung zu erreichen, bei wel-
cher der lokale Abschnitt (21) des Gewebes (6) zwi-
schen den Etiketthalterungen (20) zuriickgefaltet
wird, und so dass die relative Entfernung an der Kle-
bestation (63) beibehalten wird.

Etikettiermaschine nach Anspruch 14 oder 15, wobei
die Etiketthalterungen (20) jeweils benachbarte ab-
geschragte Endabschnitte (61a, 61b) aufweisen, die
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entlang des Pfads (Q) und zwischen den Etiketthal-
terungen (20) einen gebdrdelten Sitz (62) zum Er-
leichtern einer Einfiihrung des lokalen Abschnitts
(21) in den gebordelten Sitz (62) definieren, wobei
der Sitz (62) entlang des Pfads (Q) schmaler wird,
wahrend sich die Etiketthalterungen (20) aufeinan-
der zu bewegen, so dass der lokale Abschnitt (21)
des Gewebes (6) beim Betrieb zwischen den Etikett-
halterungen (20) in dem Sitz (62) zuriickgefaltet wird.

Etikettiermaschine nach einem der Anspriiche 1 bis
13, wobei das Gewebe (6) des Etikettiermaterials
bereits an der Eingabestation (8) mit mindestens ei-
ner Klebeschicht versehen ist, die auf einer Seite
davon auf jeder der Etikettfolien (2) aufgebracht ist.

Etikettierverfahren zum Aufbringen von Etikettfolien
aufArtikeln (3), das Verfahren die folgenden Schritte
umfassend:

- Einspeisen mindestens eines Artikels (3) ent-
lang eines ersten Pfads (P);

- Bereitstellen eines Gewebes (6) eines Etiket-
tiermaterials an einer Eingabestation (8), wobei
das Gewebe (6) eine Reihe von Etikettfolien (2)
umfasst, die miteinander verbunden sind;

- Einspeisen des Gewebes (6) entlang eines
zweiten Pfads (Q) aus der Eingabestation (8) in
Richtung auf eine Aufbringungsstation (10), in
welcher der zweite Pfad (Q) auf den ersten Pfad
(P) trifft;

- Trennen mindestens einer der Etikettfolien (2)
zu einem Zeitpunkt von dem Gewebe (6) an ei-
ner Trennstation (9), die entlang des zweiten
Pfads (Q) zwischen der Eingabestation (8) und
der Aufbringungsstation (10) angeordnet ist;
und

- Einspeisen der getrennten Etikettfolie (2) bei
der Aufbringungsstation (10) an den Artikel (3);
gekennzeichnet durch ferner Umfassen des
Schritts des Spannens des Gewebes (6) an der
Trennstation (9).

Verfahren nach Anspruch 18, wobei der Schritt des
Einspeisens des Gewebes (6) entlang des zweiten
Pfads (Q) Zuruickhalten des Gewebes (6) an zwei
aufeinanderfolgenden Etikettfolien (2) des Gewebes
(6) selbst aus der Eingabestation (8) mittels zwei ge-
trennten Etiketthalterungen (20) umfasst, wobei der
lokale Abschnitt (21) des Gewebes (6) zwischen den
Etiketthalterungen (20) angeordnet ist; und

wobei der Schritt des Spannens des Gewebes (6)
den weiteren Schritt des voneinander Wegbewe-
gens der Etiketthalterungen (20) bei der Trennstati-
on (9) umfasst.

Verfahren nach Anspruch 19, wobei die Etiketthal-
terungen (20) aufeinander zu bewegt werden, bis
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23.
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sie eine vorbestimmte relative Entfernung erreichen,
bei welcher der lokale Abschnitt (21) des Gewebes
(6) zwischen den Etiketthalterungen (20) zuriickge-
faltet wird.

Verfahren nach Anspruch 20, wobei die relative Ent-
fernung an einer Klebestation (63) beibehalten wird,
die entlang des zweiten Pfads (Q) zwischen der Ein-
gabestation (8) und der Trennstation (9) angeordnet
ist.

Verfahren nach Anspruch 18, wobeidas Gewebe (6)
des Etikettiermaterials mit mindestens einer Klebe-
schicht versehen ist, die auf einer Seite davon auf
jeder der Etikettfolien (2) aufgebracht ist.

Verfahren nach einem der Anspriiche 18 bis 22, wo-
bei die Etikettfolien (2) nur durch Spannen des loka-
len Abschnitts (21) getrennt werden.

Verfahren nach Anspruch 23, weiterhin den Schritt
des Erzeugens oder Bereitstellens des Gewebes (2)
mit einer Abschwéchung auf einem Ubergangsbe-
reich (22) des Gewebes (6) zwischen zwei aufein-
anderfolgenden der Etikettfolien (2) derartig umfas-
send, um eine Trennung der mindestens einen der
Etikettfolien (2) von dem Gewebe (6) beim Spannen
des lokalen Abschnitts (21) des Gewebes (6) zu pro-
duzieren.

Verfahren nach einem der Anspriiche 18 bis 22, wo-
bei die Etikettfolien (2) durch Schneiden des lokalen
Abschnitts (21) des Gewebes (6) getrennt werden.

Revendications

Machine d’étiquetage (1 ; 1’) configurée pour rece-
voir, au niveau d’'un poste d’entrée (8), une bande
(6) de matériau d’'étiquetage comprenant une série
de feuilles d’étiquettes (2) reliéesles unes aux autres
et pour faire avancer des feuilles d’étiquettes sépa-
rées (2) jusqu’a des articles respectifs (3) au niveau
d’un poste d’application (10) ;

ladite machine (1 ; 1’) comprenant :

- un élément de transport (18) configuré pour
transporter ladite bande (6) le long d’'un chemin
(Q) depuis ledit poste d’entrée (8) vers ledit pos-
te d’application (10), ledit élément de transport
(18) comprenant au moins deux supports d’éti-
quettes séparés (20) se déplagant le long dudit
chemin (Q) et recevant, a l'usage, ladite bande
(6) au niveau dudit poste d’entrée (8) de maniere
a coopérer en contact avec des feuilles d’éti-
quettes successives respectives (2) de labande
(6) elle-méme ; et

- un poste de séparation (9) disposé le long dudit
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chemin (Q) entre ledit poste d’entrée (8) et ledit
poste d’application (10), et au niveau duquel au
moins une desdites feuilles d’étiquettes (2) a la
fois est séparée de ladite bande (6) ;

caractérisée en ce que lesdits supports d’étiquettes
(20) sont commandables indépendamment le long
dudit chemin (Q) et sont configurés pour s’éloigner
I'un de l'autre au niveau dudit poste de séparation
(9) pourtendre ladite bande (6) entre lesdits supports
d’étiquettes (20) .

Machine d’étiquetage selon la revendication 1, dans
laquelle lesdits supports d’étiquettes (2) compren-
nent des ventouses respectives (60a, 60b) pour
maintenir, a 'usage, lesdites feuilles d’étiquettes (2)
par aspiration.

Machine d’étiquetage selon la revendication 1 ou 2,
dans laquelle ledit élément de transport (18) com-
prend un rail de transfert (19), lesdits supports d’éti-
quettes (20) étant mobiles de fagon autonome sur
ledit rail de transfert (19) .

Machine d’étiquetage selon I'une quelconque des
revendications précédentes, dans laquelle lesdits
supports d’étiquettes (20) sont commandés pour
s’éloigner I'un de l'autre au niveau dudit poste de
séparation (9) jusqu’a ce que la tension sur ladite
bande (6) provoque la séparation de ladite au moins
une desdites feuilles d’étiquettes (2) de ladite bande

(6).

Machine d’étiquetage selon I'une quelconque des
revendications précédentes, comprenant en outre
un poste d’affaiblissement (111) disposé en amont
dudit poste de séparation (9) et configuré pour créer,
al'usage, un affaiblissement sur une région de tran-
sition (22) de ladite bande (6) entre deux feuilles
d’étiquettes successives (2), de maniéere a produire
une séparation de ladite au moins une desdites
feuilles d’étiquettes (2) de ladite bande (6) lors de la
mise en tension de ladite bande entre lesdits sup-
ports d’étiquettes (20).

Machine d’étiquetage selon la revendication 5, dans
laquelle ledit poste d’affaiblissement (111) est dis-
posé le long dudit chemin (Q) entre ledit poste d’en-
trée (8) et ledit poste de séparation (9).

Machine d’étiquetage selon I'une quelconque des
revendications 1 a 4, dans laquelle ladite bande (6)
de matériau d’étiquetage est déja pourvue, au ni-
veau dudit poste d’entrée (8), d’un affaiblissement
sur une région de transition (22) entre deux feuilles
d’étiquettes successives (2), de maniéere a produire
une séparation de ladite au moins une desdites
feuilles d’étiquettes (2) de ladite bande (6) lors de la
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mise en tension de ladite bande (6) entre lesdits sup-
ports d’'étiquettes (20).

Machine d’étiquetage selon I'une quelconque des
revendications 5 a 7, dans laquelle ledit affaiblisse-
ment comprend une pluralité de perforations (113)
a travers ladite région de transition (22) et séparées
par des ponts de matériau d’étiquetage intact, les-
dites perforations (113) étant de préférence alignées
pour former une ligne d’affaiblissement orthogonale
audit chemin (Q).

Machine d’étiquetage selon I'une quelconque des
revendications 1 a 3, dans laquelle ledit poste de
séparation (9) comprend un dispositif de coupe (67 ;
82) commandable pour couper, a 'usage, ladite par-
tie locale (21) de ladite bande (6) entre lesdits sup-
ports d’étiquettes (20), de maniere a séparer ladite
au moins une desdites feuilles d’étiquettes (2) de
ladite bande (6) .

Machine d’étiquetage selon la revendication 9, dans
laquelle ledit dispositif de coupe (67) comprend :

- une lame unique (69) ayant une partie d’extré-
mité de coupe essentiellement plane (72) ; et
-un mécanisme (70) couplé a ladite lame unique
(69) et commandable pour déplacer ladite lame
unique (69) au moins entre une position de re-
pos dans laquelle ladite partie d’extrémité de
coupe plane (72) est espacée dudit chemin (Q)
et une position de fonctionnement dans laquelle
ladite partie d’extrémité de coupe plane (72)
croise orthogonalement ledit chemin (Q) en un
point (W), de maniére a couper, a l'usage, ladite
partie locale (21) de ladite pente (6) audit point
(W).

Machine d’étiquetage selon la revendication 10,
dans laquelle un desdits supports d’étiquettes (20)
porte dans une position fixe une contre-lame plane
(79) tournée vers l'autre desdits supports d’étiquet-
tes (20) le long dudit chemin (Q), ladite contre-lame
(79) étant disposée pour coopérer en contact avec
ladite partie d’extrémité de coupe plane (72) quand
ladite lame (69) est dans la position de fonctionne-
ment.

Machine d’étiquetage selon la revendication 9, dans
laquelle ledit dispositif de coupe (82) comprend :

- un arbre de support (84) rotatif autour d’'un axe
central (H) qui est fixe par rapport audit chemin
(Q); et

- une lame unique (85) portée par ledit arbre
(84), faisant saillie a I'extérieur depuis ledit arbre
(84) et se terminant par un bord de coupe linéai-
re (86) qui est incident sur ledit chemin (Q) au
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moins a une position angulaire donnée dudit ar-
bre (84) autour dudit axe central (H), de maniére
a couper ladite partie locale (21) de ladite bande
(6), al'usage, quand leditarbre (84) atteint ladite
position angulaire.

Machine d’étiquetage selon la revendication 12,
dans laquelle ladite lame (85) est articulée sur ledit
arbre (84) autour d’'un axe excentrique (K) paralléle
audit axe central (H), ledit dispositif de coupe (82)
comprenant en outre des moyens de verrouillage
(87) configurés pour fixer ladite lame (85) dans une
position angulaire de fonctionnement autour dudit
axe excentrique (K), de telle sorte que ledit bord de
coupe (86) est incident sur ledit chemin (Q) a ladite
position angulaire donnée dudit arbre (84).

Machine d’étiquetage selon I'une quelconque des
revendications précédentes, comprenant en outre
un poste de collage (63) disposé le long dudit chemin
(Q) entre ledit poste d’entrée (8) et ledit poste de
séparation (9) pour déposer au moins une couche
de matériau adhésif sur chaque feuille d’étiquettes
(2) de ladite bande (6).

Machine d’étiquetage selon la revendication 14,
dans laquelle lesdits supports d’étiquettes (20) sont
commandés pour atteindre une distance relative
prédéterminée a laquelle ladite partie locale (21) de
ladite bande (6) est rabattue entre lesdits supports
d’étiquettes (20) et de telle sorte que ladite distance
relative est maintenue au niveau dudit poste de col-
lage (63) .

Machine d’étiquetage selon la revendication 14 ou
15, dans laquelle lesdits supports d’étiquettes (20)
ont des parties d’extrémité biseautées adjacentes
respectives (61a, 61b) qui définissent, le long dudit
chemin (Q) et entre lesdits supports d’étiquettes
(20), une embase évasée (62) destinée a faciliter
l'insertion de ladite partie locale (21) a l'intérieur de
ladite embase évasée (62), ladite embase (62) de-
venant plus étroite le long dudit chemin (Q) lorsque
les supports d’étiquettes (20) se rapprochent 'un de
l'autre, de telle sorte que ladite partie locale (21) de
ladite bande (6) est rabattue, a 'usage, entre lesdits
supports d’'étiquettes (20) a l'intérieur de ladite em-
base (62).

Machine d’étiquetage selon I'une quelconque des
revendications 1 a 13, dans laquelle ladite bande (6)
de matériau d’étiquetage est déja pourvue au niveau
du poste d’entrée (8) d’au moins une couche adhé-
sive appliquée sur une face de celle-ci au niveau de
chacune desdites feuilles d’étiquettes (2).

Procédé d'étiquetage destiné a appliquer des
feuilles d’'étiquettes sur des articles (3), le procédé
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comprenant les étapes suivantes :

- avance d’au moins un article (3) le long d’'un
premier chemin (P) ;

- fourniture d’'une bande (6) de matériau d’éti-
quetage a un poste d’entrée (8), la bande (6)
comprenant une série de feuilles d’étiquettes (2)
reliées les unes aux autres ;

- avance de ladite bande (6) le long d’'un deuxie-
me chemin (Q) depuis ledit poste d’entrée (8)
vers un poste d’application (10), dans lequel le-
dit deuxiéme chemin (Q) rejoint ledit premier
chemin (P) ;

- séparation d’au moins une desdites feuilles
d’étiquettes (2) a la fois de ladite bande (6) au
niveau d’un poste de séparation (9) disposé le
long dudit deuxiéme chemin (Q) entre ledit poste
d’entrée (8) et ledit poste d’application (10) ; et
- avance de la feuille d’étiquettes séparée (2)
jusqu’audit article (3) au niveau dudit poste d’ap-
plication (10) ;

caractérisé en ce qu’il comprend en outre I'étape
de mise en tension de ladite bande (6) au niveau
dudit poste de séparation (9).

Procédé selon la revendication 18, dans lequel I'éta-
pe d’avance de ladite bande (6) le long dudit deuxié-
me chemin (Q) comprend le maintien de ladite bande
(6) au niveau de deux feuilles d’étiquettes successi-
ves (2) de la bande (6) elle-méme depuis ledit poste
d’entrée (8) au moyen de deux supports d’étiquettes
séparés (20), ladite partie locale (21) de ladite bande
(6) étant placée entre lesdits supports d’étiquettes
(20) ; et dans lequel I'étape de mise en tension de
ladite bande (6) comprend I'étape supplémentaire
d’éloignement desdits supports d’étiquettes (20) 'un
de l'autre au niveau dudit poste de séparation (9).

Procédé selon la revendication 19, dans lequel les-
dits supports d’étiquettes (20) sont rapprochés I'un
de l'autre jusqu’a atteindre une distance relative pré-
déterminée a laquelle ladite partie locale (21) de la-
dite bande (6) est rabattue entre lesdits supports
d’étiquettes (20).

Procédé selon larevendication 20, dans lequel ladite
distance relative est maintenue au niveau d’un poste
de collage (63) disposé le long dudit deuxieme che-
min (Q) entre ledit poste d’entrée (8) et ledit poste
de séparation (9).

Procédé selon la revendication 18, dans lequel la
bande (6) de matériau d’étiquetage est pourvue d’au
moins une couche adhésive appliquée sur une face
de celle-ci au niveau de chacune desdites feuilles
d’étiquettes (2).
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Procédé selon I'une quelconque des revendications
18 a 22, dans lequel lesdites feuilles d’étiquettes (2)
sont séparées uniqguement par mise en tension de
ladite partie locale (21).

Procédé selon la revendication 23, comprenant en
outre I'étape de création sur ou d’application a ladite
bande (2) d’un affaiblissement sur une région de
transition (22) de ladite bande (6) entre deux dites
feuilles d’étiquettes successives (2), de maniere a
produire une séparation de ladite au moins une des-
dites feuilles d’étiquettes (2) de ladite bande (6) lors
de la mise en tension de ladite partie locale (21) de
ladite bande (6).

Procédé selon I'une quelconque des revendications
18 a 22, dans lequel lesdites feuilles d’étiquettes (2)
sont séparées par coupe de ladite partie locale (21)
de ladite bande (6).
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