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(54) UNIT FOR TRANSFERRING REELS OF LABELLING MATERIAL

(57) A transfer unit (12) for feeding reels (6) of label-
ling material to a labelling module (13) configured to apply
labels (2) onto articles (4) is described; the transfer unit
(12) comprises: a support member (14) configured to
support a plurality of reels (6) organized vertically in at
least one a stack (15); and a robotic arm (16) configured
to remove at least one reel (6) at a time from the stack
(15) at a gripping station (G) and to release it at a release

station (R); the support member (14) being movable hor-
izontally, during use, at least from a remote position,
where the reels (6) are arranged stacked vertically on
the support member (14), to the gripping station (G),
where the transfer unit (12) is configured to eliminate a
vertical distance between the stack (15) and the robotic
arm (16)
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Description

TECHNICAL SECTOR

[0001] The present innovation relates to a reel transfer
unit. In particular, the present innovation may be advan-
tageously, but not exclusively, used to transfer, i.e. to
load or feed, automatically reels of labelling material to
the labelling module of a labelling machine configured to
apply labels onto articles, in particular containers de-
signed to contain a pourable product, preferably a food
product.

BACKGROUND ART

[0002] The bottling of pourable food or non-food prod-
ucts inside respective containers is usually accompanied
by the labelling of these containers with respective labels,
in the form of thin bands which are obtained from a strip
of labelling material, during a labelling process.
[0003] Generally, the strip of labelling material is
wound onto one or more storage reels which typically
have a disc-like form, with a height substantially equal to
the transverse extension of the strip.
[0004] The labelling of the container is performed be-
fore, during or after the filling thereof, by means of special
labelling machines.
[0005] Labelling machines which are configured to pre-
pare, transport and apply, during a labelling process, la-
bels onto respective containers designed to be filled with
a pourable product are known.
[0006] In detail, during this process, a succession of
containers is moved forwards, along a predetermined
travel path, towards a labelling module of the labelling
machine configured to label each container.
[0007] Various types of labelling processes are known
where glued labels, adhesive labels (PSL) or sleeve la-
bels may be used. The present description will refer spe-
cifically to labels of the glued type, although this is not to
be regarded as limiting the scope of protection defined
by the attached claims.
[0008] According to this type of labelling process, with-
in the labelling module, the strip of labelling material is
firstly unwound from the respective storage device and
then fed, along a predetermined feeding path, to a cutting
device, typically a cutting blade, which is configured to
separate the strip into a succession of single labels which
have the same length. The labels thus obtained are then
transferred and glued onto the outer side surface of re-
spective articles.
[0009] The labelling module further comprises a label
transfer device, typically a vacuum drum which is config-
ured to receive each label, retain it on an outer surface
thereof by means of suction and apply it onto a respective
container, in an application station.
[0010] Before application onto the respective contain-
er, a layer of glue is spread on an inner side of each label,
namely on its rear side, namely the side which is intended

to cooperate by means of contact, in particular to be
pressed, onto the respective container, after application.
[0011] Whatever the type of labelling process involved,
in order to ensure the uninterrupted feeding of labelling
material to the transfer device of the labelling unit, new
reels must be transferred:

- from a storage position, where a plurality of reels are
positioned, usually stacked, in a special support or
storage member;

- to a working position, where each reel is transferred
(loaded) from the storage member to a receiving
shaft of the labelling module, designed to support
and unwind the strip of labelling material from the
respective reel in order to feed it to the vacuum drum.

[0012] The transfer or loading operation is performed
by means of a transfer (or loading) unit usually comprising
one or more robotic arms configured to remove the reels
from the respective stack and release them to the label-
ling module.
[0013] Typically a transfer unit of the known type com-
prises one or more storage members, for example verti-
cal supports, each consisting of a column supported in
a vertical position by a base (for example a tripod); the
reels are secured to the support by inserting the column
concentrically inside the central hubs of the respective
reels. In this way, stacks of concentric reel are obtained,
said stacks being positioned, for example by an operator,
in the vicinity of the labelling module.
[0014] Each reel is then removed from the respective
stack by means of the aforementioned robotic arm, for
example by means of engagement of a respective grip-
ping device mounted on the robotic arm with the associ-
ated central hub of the reel.
[0015] An example of the aforementioned transfer unit
is described in WO-A-2019048044.
[0016] Although the known transfer units are function-
ally valid, the Applicant has realized that they may be
subject to further improvements. In particular, in the sec-
tor there exists the need to increase the degree of auto-
mation of the labelling process and increase the flexibility
of the known labelling modules, without complicating the
architecture of the entire labelling machine.

OBJECT AND SUMMARY OF THE INNOVATION

[0017] The object of the present innovation is to pro-
vide a unit for transferring reels of labelling material,
which is very reliable and has a low cost and which is
able to overcome at least some of the aforementioned
drawbacks associated with the units for transferring reels
of labelling material of the known type.
[0018] According to the innovation, this object is
achieved by a transfer unit according to Claim 1.
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BRIEF DESCRIPTON OF THE DRAWINGS

[0019] For a better understanding of the present inno-
vation, a preferred non-limiting embodiment thereof is
described purely by way of example with the aid of the
attached drawings, in which:

- Figure 1 is a perspective view, with parts removed
for greater clarity, of a labelling machine comprising
a labelling module and a transfer unit designed ac-
cording to the present invention;

- Figures 2a-2c show schematic top plan views, on a
larger scale and with parts removed for greater clar-
ity, of the labelling module and the transfer unit ac-
cording to Figure 1, in three different operating con-
ditions;

- Figure 3 shows a schematic top plan view, on a larger
scale and with parts removed for greater clarity, of
the transfer unit and the labelling module according
to Figure 1, during a different operating mode.

DETAILED DESCRIPTION

[0020] With reference to the attached figures, 1 de-
notes in its entirety a labelling machine (shown in sche-
matic form and with parts removed for greater clarity)
configured to handle a labelling material in an automated
labelling process.
[0021] In particular, the labelling machine 1 forms part
of a plant for packaging pourable products and is config-
ured to apply labels 2 obtained from a strip 3 of labelling
material onto articles.
[0022] More particularly, the articles consist of contain-
ers 4, for example bottles, cans or the like, which are
made of plastic, metallic or glass material, able to contain
(namely be filled with) a pourable product, preferably a
food product.
[0023] In the example shown, the labels 2 applied are
glued labels, namely portions of labelling material of pre-
defined length, which are cut from the strip 3 of labelling
material and then covered with glue. These cut and glued
labels 2 are then transferred and applied onto the outer
surface of the respective containers 4.
[0024] The labelling machine 1 comprises essentially:

- a carousel 5 rotating about a vertical axis Z, designed
to convey a plurality of containers 4 in succession
along a horizontal travel path P in the form of a circle
arc;

- an inlet station I through which the containers 4 to
be labelled are fed to the carousel 5;

- an outlet station O receiving the labelled containers
4 from the carousel 5; and

- at least one labelling module 13 (shown schemati-
cally and only with the parts essentially needed for
understanding of the present invention) arranged on
the periphery of the carousel 5 and configured to
feed a plurality of labels 2 to the said carousel 5 and

apply them onto the respective containers 4, in an
application station A.

[0025] As is known, the strip 3 is initially wound - and
stored - on respective storage reels 6 having a disc-like
form and a height substantially equal to the transverse
extension of the said strip 3.
[0026] The labelling module 13 comprises essentially:

- at least one shaft 7, two in the example, each con-
figured to support rotatably a respective storage reel
6 from which, during use, the strip 3 of labelling ma-
terial is unwound;

- a plurality of unwinding and feeding rollers 8 which
support the strip 3 unwound from the reel 6 and guide
it along a feeding path, which is preferably horizontal;

- a cutting device, for example a cutting blade 9, de-
signed to separate, in particular cut, in sequence
each label 2 from the strip 3 of labelling material,
thus forming labels 2 which have the same length;

- a transfer device, in particular a vacuum drum 10 for
transferring the labels 2, rotatable about its axis X,
positioned peripherally with respect to the carousel
5 and configured to receive, retain and feed each
label 2 which has been previously cut and to apply
this label 2 onto the respective container 4, in the
application station A.

[0027] Preferably, the vacuum drum 10 has a substan-
tially cylindrical-toroidal lobe-shaped form.
[0028] More precisely, the drum 10 receives in se-
quence, during use, the labels 2 which have been cut
beforehand by the cutting blade 9, retains the labels 2
by means of suction on its side surface and, after a ro-
tation through a given angle about the axis X, releases
these labels 2 in the application station A, so that they
are applied onto the respective containers 4, in a manner
known and not described in detail.
[0029] The labelling module 13 comprises, further-
more, a glue application device 11, for example a glue
roller, configured to apply a certain predetermined
amount of glue onto each label 2, before the latter is
applied onto the associated container 4.
[0030] In particular, the application device 11 is con-
figured to spread a layer of glue on an inner side of each
label 2.
[0031] It is pointed out that "inner side" of the label 2
is understood as being the rear of the label 2, namely the
side intended to cooperate by means of contact, namely
to be pressed, onto the side surface of the respective
container 4, after application. The inner side therefore
forms the non-visible part of the label 2 after application.
[0032] In order to ensure the uninterrupted feeding of
labels 2 to the vacuum drum 10 of the labelling module
13, the labelling machine 1 further comprises a transfer
unit 12 configured to feed - i.e. to transfer or load - in
sequence the reels 6, in particular at least one reel 6 at
a time to the labelling module 13.
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[0033] In detail, the transfer unit 12 is configured to
position one reel 6 at a time on each shaft 7 of the labelling
module 13 and to remove the empty reels 6 from the said
shafts 7.
[0034] In greater detail, the transfer unit 12 comprises:

- a support member 14 configured to support a plural-
ity of reels 6 organized vertically to form a stack 15;
and

- a robotic arm 16 configured to remove at least one
reel 6 at a time from the stack 15 at a gripping station
G and to release it at a release station R.

[0035] In the example described, each of the two shafts
7 defines an aforementioned release station R.
[0036] According to this preferred non-limiting embod-
iment, the support member 14 is arranged at the rear of
the labelling module 13, in particular on the side of the
labelling module 13 opposite to that of the carousel 5.
[0037] The support member 14 comprises a vertical
column 17 engaging, during use, with the central of hubs
of the stacked reels 6 and a disc-like base 18 mounted
slidably on the column 17 and supporting above it, during
use, the stack 15.
[0038] In other words, during use, the reels 6 are
stacked vertically on the disc-like base 18 with their cen-
tral hubs engaged by the vertical column 17.
[0039] In the example described, the robotic arm 16
comprises a gripping member 20 configured to remove
at least one reel 6 from the stack 15, at the gripping station
G, and to release it at the corresponding release station
R, namely onto the corresponding shaft 7.
[0040] As shown in the attached drawings, when the
stack 15 is located at the gripping station G, it is arranged
underneath the robotic arm 16, in particular underneath
the gripping member 20.
[0041] In other words, in this condition, it is possible to
define, or identify, a vertical distance between the stack
15 - namely between the first reel 6 of the stack 15, name-
ly that located highest up - and the gripping member 20.
[0042] Conveniently, the gripping member 20 compris-
es vacuum suction means for removing and retaining one
reel 6 at a time.
[0043] In detail, the gripping member 20 is defined by
a substantially circular plate comprising, on its bottom
surface facing, during use, the stack 15 (and therefore
directed downwards), a plurality of holes (not shown);
these holes are connected in fluid communication with a
vacuum source (known per se and not shown) designed
to generate a sucking action in the region of the said
holes.
[0044] By means of this sucking action, the gripping
member 20, and therefore the robotic arm 16, is able to
remove and retain in sequence the reels 6, in particular
one reel 6 at a time.
[0045] Once the release station R is reached, the suck-
ing action is interrupted and the reel 6 is released to the
corresponding shaft 7; in this condition the central hub

of the reel 6 is engaged by this shaft 7 so that the shaft
7 itself rotatably supports the reel 6.
[0046] Suitably, the holes extend radially over the en-
tire bottom surface of the gripping member 20; in this way
it is possible to avoid the undesirable separation of the
strip 3 from the reel 6 during transfer from the gripping
station G to the associated release station R.
[0047] Preferably, the labelling module 13 comprises,
on each shaft 7 of the means for raising the reels 6, in
particular fork members 21 movable vertically between:

- an upper position, where they receive, during use,
the new reels 6 from the gripping member 20 or feed
the empty reels 6 towards the gripping member 20;
and

- a lower position, where they release the new reels
6 onto the corresponding shafts 7 or remove the
empty reels 6 from the said shafts 7 in order to move
them (raise them) towards the gripping member 20.

[0048] In particular, the fork members 21 are slidably
connected to respective vertical guides 30 which are
fixed onto the labelling module 13.
[0049] Suitably, the empty reels 6 are transferred, by
means of the robotic arm 6, to a special collection device
22 (schematically shown).
[0050] According to one aspect of the present innova-
tion, the support member 14 is movable horizontally, dur-
ing use, at least from a remote position, where the reels
6 are arranged stacked vertically on the said support
member 14, to the gripping station G, where the transfer
unit 12 is configured to eliminate the vertical distance
between the stack 15 and the robotic arm 16, namely
between the stack 15 and the bottom surface of the grip-
ping member 20.
[0051] For this purpose, the transfer unit 12 comprises
a trolley 23 carrying the support member 14, in particular
carrying on top of it the support member 14 and movable
horizontally at least from the remote position to the grip-
ping station G.
[0052] In detail, the column 17 is fixed to the trolley 23
and therefore transported, during use, by the trolley 23.
[0053] Conveniently, the trolley 23 is provided with
wheels and the transfer unit 12 further comprises a guide
rail 24 extending horizontally at least from the remote
position to the gripping station G and configured to seat
slidably the trolley 23, in particular the wheels of the trol-
ley 23.
[0054] Suitably, the transfer unit 12 further comprises
a control unit 25 configured to control the sliding move-
ment of the trolley 23 along the guide rail 24 at least from
the remote position to the gripping station G. Conse-
quently, the trolley 23 defines an automatic robotic trolley.
[0055] In an alternative embodiment, the trolley 23
could be moved manually by an operator.
[0056] During use, when the trolley 23 is located in the
remote position, it carries the support member 14 which
supports, in turn, a plurality of reels 6 organized in a ver-
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tical stack 15, as specified above.
[0057] Then the trolley 23 is operated by the control
unit 25 so as to move from the remote position to the
gripping station G where the stack 15 is arranged under-
neath the gripping member 20 of the robotic arm 16.
[0058] At this point, the transfer unit 12 eliminates the
vertical distance between the stack 15 and the gripping
member 20.
[0059] For this purpose, the transfer unit 12 comprises
raising means designed to move vertically the stack 15
when the support member 14 is located at the gripping
station G and therefore when the stack 15 is located un-
derneath the gripping member 20.
[0060] According to this preferred non-limiting embod-
iment, the raising means comprise a vertical guide 26
and a lifting fork 27 slidably engaged with the vertical
guide 26.
[0061] In particular, the fork 27 is configured to coop-
erate by means of contact with the disc-like base 18,
more particularly with a bottom surface of the disc-like
base 18.
[0062] In other words, when the stack 15 is located at
the gripping station G, the fork 27 raises, during use, the
disc-like base 18 so as to move vertically the stack 15
itself and bring the first reel 6 (that arranged highest) in
the stack 15 within the reach of the gripping member 20.
[0063] During use, as soon as the gripping member 20
grips this reel 6, the fork 27 is operated by the control
unit 25 so as to move downwards, so that the reel 6 to
be transferred remains gripped by the said gripping mem-
ber 20 and so that the stack 15 does not interfere with
the subsequent movement of the gripped reel 6.
[0064] When the next reel 6 must be transferred, the
fork member 27 will be operated so as to move again
upwards, thus bringing the new first reel 6 within the reach
of the gripping member 20.
[0065] This operation is repeated for each reel 6
present in the stack 15.
[0066] When the stack 15 is empty, namely when all
the reels 6 in the stack 15 have been transferred to the
labelling module 13, the control unit 25 causes the dis-
placement of the trolley 23 from the gripping station G to
the remote position.
[0067] In this condition, two operations may be per-
formed, in an alternating manner:

- a new stack 15 is loaded onto the column 17 of the
support 14; or

- the empty trolley 23 is extracted from the guide rail
24 and replaced with a new trolley 23 which has been
provided beforehand (preloaded) with a stack 15 of
reels 6.

[0068] In this way, the efficiency of the labelling proc-
ess is increased since it is possible to provide several
trolleys 23 preloaded with respective stacks 15 of reels 6.
[0069] Moreover, in the case where it is required to
change the format of the labels 2, it is sufficient to intro-

duce a trolley 23 carrying a stack 15 of reels 6 with a
different format, which is to be transferred to the labelling
module 13.
[0070] In this way the flexibility of the labelling machine
1 is improved.
[0071] According to this preferred non-limiting embod-
iment, the robotic arm 16 is fixed pivotably, in particular
rotatably, to a rear portion of the labelling module 13.
[0072] In particular, the robotic arm 16 comprises:

- a spindle 28 which is preferably cylindrical and
mounted rotatably on the rear portion of the labelling
module 13 about a vertical axis Y; and

- a bar element 29 mounted integrally with the spindle
28 on a first end portion thereof and carrying the
gripping member 20 on a second end portion thereof
opposite to the first end portion.

[0073] More precisely, the bar element 29 is arranged
perpendicularly with respect to the axis Y.
[0074] The robotic arm 16 is configured to move the
gripping member 20 along a substantially circular grip-
ping path W concentric with the axis Y and passing
through the gripping station G and the release stations R.
[0075] According to an alternative embodiment (not
shown) the robotic arm 16 is fixed to the ground support-
ing the labelling module 13, the transfer unit 12 and the
carousel 5.
[0076] In the light of the above description, when the
support member is in the gripping position G, it is the
stack 15 which must be moved vertically towards the grip-
ping member 20, while the latter remains fixed along the
vertical direction.
[0077] According to an embodiment not shown, the
gripping member 20 is movable vertically towards/away
from the support member 14 when the support member
14 is in the gripping station G.
[0078] In detail, according to a first alternative, the spin-
dle 28 of the robotic arm 16 is extendable/retractable
along the axis Y; since the bar element 29 is mounted
integrally with the spindle 28, it causes a corresponding
vertical movement of the gripping member 20.
[0079] According to a further alternative, the gripping
member 20 is mounted so as to be movable with the bar
element 29, for example by means of a coupling extend-
able telescopically in the vertical direction.
[0080] In this way, the gripping member 20 is able to
reach the aforementioned first reel 6 in the stack 15 and
grip it, at the gripping station G.
[0081] In this configuration, the presence of the vertical
26 and the fork 27 is not necessary. The stack 15 there-
fore remains fixed along the vertical direction.
[0082] According to a further alternative embodiment
schematically shown in Figure 3, the transfer unit 12 com-
prises at least two support members 14 each configured
to support a respective plurality of reels 6 organized ver-
tically in respective stacks 15.
[0083] In this case, at least two gripping stations G1
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and G2 are defined and passed through by the gripping
path W defined, during use, by the gripping member 20
of the robotic arm 16 about the axis Y.
[0084] Operation of the transfer unit 12 according to
the present invention will be described below, with par-
ticular reference to Figures 2a-2c and to an initial condi-
tion in which a reel 6 loaded onto one of the shafts 7 is
nearly empty and there therefore exists the need to move
away the roller supporting this reel 6 and transfer a new
reel to the labelling module 13, taking it from the stack 15.
[0085] In this condition, the trolley 23 is operated by
the control unit 25 so as to move from the remote position
to the gripping station G, or is already located in the grip-
ping station G. Moreover, the robotic arm 16 is operated
to move into the gripping station G (situation shown in
Figure 2a).
[0086] At the same time, the labelling module 13, so
as not to interrupt production, draws material from the
full reel 6 which has already been loaded onto the other
one of the shafts 7 by means of a system for splicing the
strip 3, known per se and not described in detail.
[0087] Then the robotic arm 16 is operated to move
along the path W towards the associated release station
R in order to pick up the empty reel 6, unload it onto the
collection device 22 (Figure 2b) and move towards the
gripping station G.
[0088] At this point, the fork 27 raises the stack 15 and
the gripping member 20 grips the new reel 6 from the
stack 15. Alternatively, the gripping member 20 moves
down vertically towards the stack 15 in order to pick up
the new reel 6, as specified above.
[0089] Thereafter, the robotic arm 16 is operated to
move again into the release station R in order to release
the reel 6 to the respective shaft 7 (Figure 2c).
[0090] The process is repeated whenever it is required
to transfer a new reel 6 to the labelling module 13.
[0091] From an examination of the characteristic fea-
tures of the transfer unit 12 according to the present in-
novation the advantages which may be obtained with
said unit are clear.
[0092] In particular, the degree of automation of the
labelling process is increased and consequently the risks
of accidents involving operators during production are
also reduced.
[0093] In addition, owing to the possibility of providing
different trolleys 23 already pre-loaded with reels 6 hav-
ing different formats (for example having different deco-
rative patterns), the flexibility of the transfer unit 12 and
of the entire labelling machine 1 is increased, without
complicating the architecture thereof.
[0094] It is clear that the transfer unit 12 described and
illustrated here may be subject to modifications and var-
iations without thereby departing from the scope of pro-
tection defined by the claims.
[0095] In particular, the labels 2 applied, during use,
by the labelling machine 1 could be of the PSL type,
namely self-adhesive labels which are initially attached
to a backing strip defining the strip 3 of labelling material.

[0096] Alternatively, the labels 2 could consist of
sleeve labels, namely tubular labels which are fitted loose
onto the containers 4 in a known manner by means of
special spindles and which then undergo heat-shrinking.

Claims

1. Transfer unit (12) for feeding reels (6) of labelling
material to a labelling module (13) configured to ap-
ply labels (2) onto articles (4); said transfer unit (12)
comprising:

- a support member (14) configured to support
a plurality of said reels (6) organized vertically
in at least one a stack (15); and
- a robotic arm (16) configured to remove at least
one reel (6) at a time from said stack (15) at a
gripping station (G) and to release it at a release
station (R);

said support member (14) being movable horizon-
tally, during use, at least from a remote position,
where said reels (6) are arranged stacked vertically
on said support member (14), to said gripping station
(G), where said transfer unit (12) is configured to
eliminate a vertical distance between said stack (15)
and said robotic arm (16).

2. Transfer unit according to Claim 1, further compris-
ing a trolley element (23) carrying said support mem-
ber (14) and movable horizontally at least from said
remote position to said gripping station (G).

3. Transfer unit according to Claim 2, further compris-
ing a guide rail (24) configured to seat slidably said
trolley element (23) and extending horizontally at
least from said remote position to said gripping sta-
tion (G) .

4. Transfer unit according to Claim 3, further compris-
ing a control unit (25) configured to operate slidably
said trolley element (23) along said guide rail (24) at
least from said remote position to said gripping sta-
tion (G).

5. Transfer unit according to any one of the preceding
claims, wherein said robotic arm (16) comprises a
gripping member (20) configured to remove, during
use, at least one reel (6) one at a time from said stack
(15), at said gripping station (G), and to release it in
said release station (R) ; wherein said support mem-
ber (14) is movable horizontally into said gripping
station (G) so as to position said stack (15), during
use, below said gripping member (20); said vertical
distance being defined between said stack (15) and
said gripping member (20).

9 10 
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6. Transfer unit according to Claim 5, wherein said grip-
ping member (20) comprises vacuum suction means
for removing and retaining at least one reel (6) at a
time from said stack (15).

7. Transfer unit according to Claim 5 or 6, further com-
prising raising means (26, 27) designed to move ver-
tically said stack (15) of reels towards/away from said
gripping member (20) when said support member
(14) is at said gripping station (G), in order to elimi-
nate said vertical distance.

8. Transfer unit according to Claim 7, wherein said rais-
ing means comprise a vertical guide (26) and a lifting
fork (27) slidably connected to said vertical guide
(26) and configured to move, during use, said stack
(15).

9. Transfer unit according to Claim 8, wherein said sup-
port member (14) comprises a vertical column (17)
configured to engage inside the central hubs of the
respective stacked reels (6) and a disc-like base (18)
configured to support at the top said stack (15) and
mounted slidably on said column (17); said fork (27)
cooperating by means contact, during use, with said
disc-like base (18) so as to move said disc-like base
(18) along said column (17).

10. Transfer unit according to Claim 5 or 6, wherein said
gripping member (20) is movable, in particular ver-
tically movable, towards/away from said support
member (14) when said support member (14) is at
said gripping station (G).

11. Transfer unit according to any one of the preceding
claims, wherein said robotic arm (16) is fixed to said
labelling module (13).

12. Transfer unit according to any one of Claims 1 to 10,
wherein said robotic arm (16) is fixed to the ground
supporting said transfer unit (12).

13. Transfer unit according to any one of the preceding
claims, comprising two or more support members
(14) configured to support respective pluralities of
reels (6) organized vertically in respective stacks.

14. Labelling machine (1) configured to apply labels (2)
onto containers (4) designed to contain a pourable
product, said machine (1) comprising:

- at least one labelling module (13), configured
to form a plurality of labels (2) from a strip (3) of
labelling material wound onto one or more reels
(6) and to apply them onto said containers (4);
and
- a transfer unit (12) according to any one of the
preceding claims for feeding said reels to said

labelling module (13).
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