
Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been
paid. (Art. 99(1) European Patent Convention).

Processed by Luminess, 75001 PARIS (FR)

(19)
EP

3 
81

9 
08

0
B

1
*EP003819080B1*

(11) EP 3 819 080 B1
(12) EUROPEAN PATENT SPECIFICATION

(45) Date of publication and mention 
of the grant of the patent: 
24.04.2024 Bulletin 2024/17

(21) Application number: 20204039.0

(22) Date of filing: 27.10.2020

(51) International Patent Classification (IPC):
B24B 7/00 (2006.01) B24B 7/02 (2006.01)

B24B 7/07 (2006.01) B24B 41/06 (2012.01)

B24B 7/24 (2006.01)

(52) Cooperative Patent Classification (CPC): 
B24B 7/005; B24B 7/02; B24B 7/07; B24B 7/244; 
B24B 7/247; B24B 41/068; B27M 1/08 

(54) AN ELECTRONICALLY CONTROLLED WORK CENTER FOR PROCESSING GLASS PLATES, 
PLATES OF STONE MATERIAL OR PLATES OF SYNTHETIC MATERIAL

ELEKTRONISCH GESTEUERTE ARBEITSSTATION ZUR AUTOMATISIERTEN VERARBEITUNG 
VON GLASPLATTEN ODER PLATTEN AUS STEIN ODER SYNTHETISCHEM MATERIAL

CENTRE DE TRAVAIL À CONTRÔLE ÉLECTRONIQUE POUR LE TRAITEMENT AUTOMATISÉ DE 
PLAQUES DE VERRE OU DE PIERRE OU D’UN MATERIAU SYNTHÉTIQUE

(84) Designated Contracting States: 
AL AT BE BG CH CY CZ DE DK EE ES FI FR GB 
GR HR HU IE IS IT LI LT LU LV MC MK MT NL NO 
PL PT RO RS SE SI SK SM TR

(30) Priority: 05.11.2019 IT 201900020424

(43) Date of publication of application: 
12.05.2021 Bulletin 2021/19

(73) Proprietor: Biesse S.p.A.
61122 Chiusa di Ginestreto (Pesaro Urbino) (IT)

(72) Inventors:  
• BELLI, Marco

61122 Chiusa di Ginestreto (Pesaro Urbino) (IT)

• TRAINI, Matteo
61122 Chiusa di Ginestreto  (Pesaro Urbino) (IT)

(74) Representative: Notaro, Giancarlo
Buzzi, Notaro & Antonielli d’Oulx S.p.A. 
Corso Vittorio Emanuele ll, 6
10123 Torino (IT)

(56) References cited:  
EP-A1- 2 631 048 WO-A1-2016/055966
WO-A1-2017/154032 US-A1- 2003 150 240
US-A1- 2011 003 539  



EP 3 819 080 B1

2

5

10

15

20

25

30

35

40

45

50

55

Description

Field of the invention

[0001] The present invention relates to electronically-
controlled work centers, for processing glass plates,
plates of stone material or plates of synthetic material,
of the type comprising:

- a stationary structure, defining a horizontal working
surface,

- a plurality of locking devices, for retaining the plate
in a horizontal position above, and at a distance from,
the horizontal working surface,

- at least one working head carried in an elevated po-
sition above the horizontal working surface and ca-
pable of relative movements - with respect to a plate
retained by said locking devices - in a longitudinal
horizontal direction (X), in a horizontal transverse
direction (Y), perpendicular to the longitudinal direc-
tion, and in a vertical direction (Z).

Prior art

[0002] A work center of the type indicated above is
illustrated, for example, in the document EP 1 779 970
A1 by the same Applicant. According to this prior art, the
work center comprises a working head movable in three
orthogonal directions to perform a cycle of processing
operations on a plate positioned and locked above the
horizontal working surface. Typically, the working head
is mounted on a slide movable in the vertical direction
above a carriage which is - in turn - movably mounted in
a horizontal direction on a bridge-like cross-member ar-
ranged in an elevated position above the horizontal work-
ing surface. The bridge-like cross-member is supported
at its ends on the stationary structure in such a way as
to be movable in a horizontal direction orthogonal to the
direction of the cross-member. During a cycle of process-
ing operations, a plate is held in a fixed position on the
working surface, in a horizontal position, at a certain dis-
tance from the working surface, by means of locking de-
vices consisting of a plurality of suction cup devices, in-
dependent of each other, which are manually positioned
by an operator above the horizontal working surface, ac-
cording to the shape and size of the plate to be processed.
Each device is equipped with a lower suction cup that
can be activated by vacuum to lock the unit on the working
surface, and an upper suction cup that can be activated
by vacuum, to hold and block a plate resting thereon.
[0003] One of the main drawbacks of this prior art lies
in the need to manually position the suction cup units on
the working surface, depending on the shape and size
of the plate to be positioned on the working surface, with
consequent waste of time and productivity.
[0004] In his international patent application, WO
2019/021172 A1, the Applicant has proposed a work
center with suction cup units that are carried by motorized

members guided on the working surface according to two
horizontal directions orthogonal to each other. An elec-
tronic controller of the machine is thus able to automat-
ically distribute the suction cup units on the working sur-
face according to a predetermined program, depending
upon the shape and/or size of the plate to be processed.
However, this solution is not always fully satisfactory and
reliable, due to the machining scraps deposited on the
guides on which the support members of the suction cup
units are movably mounted, and which hinder or even
completely prevent the correct movement of these mem-
bers.
[0005] Another drawback of the work centers of the
type discussed above lies in the fact that the operations
for loading the plates to be processed above the work
center and for unloading the processed plates from the
work center are relatively long and laborious and cannot
be always easily automated. Furthermore, if the loading
and unloading operations are performed manually, this
entails high dead times, resulting in low productivity and
also conditions wherein it is difficult to ensure a high
standard of safety for the operators.
[0006] In an attempt to solve this second problem, the
Applicant has proposed a work center in his European
patent application EP 1 591 427 A1 provided with a belt
conveyor line for conveying a plate to be machined
through a working area of the work center, starting from
a plate-loading area, located upstream of the working
area, up to a plate-unloading area, located downstream
of the working area. In the case of this solution, once the
conveying line has carried a plate above the working ar-
ea, it lowers to deposit the plate on the provided suction
cup units, according to the conventional art, above the
working surface, to hold the plate in place. This solution
facilitates the operations necessary to bring a plate into
the working area of the work center and to unload the
plate from the work center, but it still retains the draw-
backs associated with the need to position the suction
cup units on the working surface, depending on the con-
figuration of the plate to be processed. Furthermore, the
transport device of the plate is a belt device, which is not
able to move the plate while ensuring that the plate is
precisely in a predetermined position with respect to the
conveyor belts, given the possibility of sliding of the plate
with respect to the belts.
[0007] Finally, it should be added that so-called "ver-
tical" machines are known in the art for processing glass
plates or plates of stone material or plates of composite
material, wherein the plates are made to advance
through a work station, keeping them in a substantially
vertical position or close to vertical. A machine of this
type is, for example, described in the document EP 3 170
622 A1 by the same Applicant. In these machines, ad-
vancing of the plates through the work station is obtained
by means of a plurality of suction cup units carried by
one or more motorized carriages that are moved in the
longitudinal horizontal direction of the machine. Howev-
er, machines of this type have a series of limitations linked
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to the vertical positioning of the plate, especially with ref-
erence to the degree of operational flexibility of the ma-
chine and the range of operations that can be performed
therewith.
[0008] A work center according to the preamble of
claim 1 is known from WO 2017/154032 A1. In this known
solution, the transport of the plate from the loading area
to the working area and from the working area to the
unloading area requires the provision of dedicated addi-
tional conveyors.
[0009] Solutions in this field are also known from US
2003/150240 A1, US 2011/003539 A1, EP 2 631 048 A1
and WO 2016/0559966.

Object of the invention

[0010] The object of the invention is to provide a work
center of the type indicated at the beginning of the present
description by which the positioning operation of the lock-
ing devices, which are used to hold a plate to be worked
on the horizontal working surface, can be performed in
a completely automatic way.
[0011] Another object of the invention is that of achiev-
ing the aforesaid object with a relatively simple machine
structure of relatively low cost and without entailing any
drawbacks in terms of efficiency and operational reliabil-
ity.
[0012] Another object is to provide a work center of the
type specified above, which allows the feeding of a plate
to be processed to be carried out in a completely auto-
matic manner starting from a plate loading area up to the
working area in the work center, and starting from the
working area up to a plate unloading area.
[0013] Another object of the invention is to provide a
work center of the type indicated above wherein also the
plate loading operations onto the aforesaid loading area,
and the plate unloading operations from the aforesaid
unloading area can be easily automated.
[0014] Another object of the invention is to provide a
work center that can be easily adapted to simultaneously
perform different processing operations on different
plates, so as to be advantageously used in high-produc-
tivity plants.
[0015] Yet another object of the invention is to provide
a work center of the type specified above which has a
high operating flexibility and is suitable for carrying out a
variety of different processing operations on the plate.

Summary of the invention

[0016] In order to achieve one or more of the aforesaid
objects, the invention relates to an electronically-control-
led work center having the characteristics of claim 1 and
a method according to claim 25.
[0017] In the case of a preferred embodiment, the
aforesaid at least one working head is mounted vertically-
movable on a carriage which is - in turn - horizontally
movable in the aforesaid transverse direction (Y) on a

bridge-like cross-member, supported by the stationary
structure in an elevated position above the horizontal
working surface. In the preferred example, the aforesaid
bridge-like cross-member is fixed with respect to the sta-
tionary structure, even if the case wherein the bridge-like
cross-member is movable in the longitudinal direction (X)
is not excluded, so that the relative movements between
the working head and the plate in the X direction may be
the result of the combination of the movement of said
motorized carriages and the movement of the bridge-like
cross-member. The preferred embodiment, however, en-
visages a stationary cross-member.
[0018] According to a further characteristic, the afore-
said motorized carriages carrying the locking devices are
arranged aligned with each other along the aforesaid lon-
gitudinal direction (X) and can be moved independently
of each other along said longitudinal direction (X), by
means of respective electric drive motors.
[0019] Preferably, the aforesaid locking devices asso-
ciated with each motorized carriage consist of a horizon-
tal coplanar array of suction cup units, facing each other,
which can be operated by vacuum.
[0020] In the preferred example, the horizontal working
surface of the stationary structure of the work center is
provided with supporting and guiding members in the
form of rollers and/or pads or conveyor belts, to support
and guide a plate during its movement in the longitudinal
direction above the working surface. The aforesaid suc-
tion cup units are movable between a lowered rest posi-
tion and a raised operative position, wherein they are
able to engage the lower surface of a plate supported on
said support and guide members. The motorized carriag-
es are aligned with each other along a longitudinal direc-
tion, and are arranged on one side portion of the hori-
zontal working surface. In one example, the aforesaid
supporting and guiding members are rollers or pads ar-
ranged in longitudinal arrays, transversely spaced apart
from each other, on the other side portion of the horizontal
working surface, alongside the aligned series of motor-
ized carriages. Also in the case of the aforesaid embod-
iment, each of the motorized carriages carries suction
cup units arranged in longitudinal lines transversely
spaced apart from each other. Between these lines there
are devices for supporting the plate, which can be moved
vertically between a lowered rest position and a raised
operative position.
[0021] According to a preferred characteristic, the work
center comprises at least one electronic controller for
controlling electric drive motors driving the aforesaid mo-
torized carriages. The electronic controller is pro-
grammed in such a way that, in a preliminary step of
loading a plate on the horizontal working surface, it re-
ceives information on at least one parameter indicative
of a longitudinal dimension of the plate and controls the
advancement of said carriages in said longitudinal direc-
tion through respective predetermined travel lengths, so
as to distribute the carriages along the plate.
[0022] After completing the loading step, when the mo-
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torized carriages carrying the suction cup units have
been distributed along the length of the plate and have
their suction cup units activated and in engagement on
the plate, the electronic controller may control a series
of synchronous movements of all the carriages to bring
the plate into the working area, to impart the necessary
movements to the plate in the aforesaid longitudinal di-
rection during the execution of a cycle of processing op-
erations on the plate by said working head, and finally to
transfer the processed plate into an unloading area.
[0023] In high productivity plants, the work center ac-
cording to the invention may be equipped with several
working heads designed to operate simultaneously on
different plates. In this case, the work center is set up
with several aligned series of motorized carriages carry-
ing suction cup units, to feed several plates simultane-
ously through the working area.
[0024] Of course, a machine of any type (for example
a Cartesian robot or a multi-axis robot) can be associated
with the work center according to the invention for auto-
matically loading a plate onto a loading area of the work
center and/or for automatically unloading a plate from an
unloading area of the work center.
[0025] According to an additional characteristic, at
least one tool magazine is mounted movable in the lon-
gitudinal direction (X) on the stationary structure of the
work center. The electronic controller is programmed to
control a movement of said at least one tool magazine
in the longitudinal direction and a movement of said work-
ing head in the transverse direction (Y) and in the vertical
direction (Z), in order to arrange the working head at the
magazine, every time it is necessary to carry out an au-
tomatic tool change.
[0026] As is evident from the above, the work center
according to the invention has a series of important ad-
vantages. First of all, the plate to be processed is held
by a plurality of suction cup units, which are positioned
and distributed on the working surface in a completely
automatic way, according to the size and configuration
of the plate. For this purpose, the work center may pro-
vide one or more contact sensors or optical sensors of
any known type to detect the configuration and position
of the plate with respect to the working area and thus
allow automatic programming of the electronic controller
regarding the arrangement of the motorized carriages
carrying the suction cup units.
[0027] An additional advantage of the work center ac-
cording to the invention lies in the fact that the suction
cup units carried by the motorized carriages do not hold
the plate in a fixed position during processing, but, on
the contrary, they move the plate in the longitudinal di-
rection (X). This characteristic is used both to perform
the necessary relative movements in the longitudinal di-
rection (X) between the working head and the plate during
the cycle of processing operations, and to carry out the
forward movement of the plate necessary to bring the
plate from the loading area to the working area and from
the working area to the unloading area. Therefore, even

these operations no longer require the intervention of one
or more operators and can be carried out in total safety
(the operators can remain outside a protected working
area, since they are not required to operate in the work
area) and in extremely short times, to the advantage of
productivity.
[0028] The automation of the positioning of the suction
cup units and the automation of the movement of the
plate through the work center are also obtained with an
extremely simple and relatively low-cost structure, which
is not exposed to any drawbacks also regarding the op-
erational reliability over time.
[0029] Furthermore, the work center according to the
invention may be easily configured to simultaneously per-
form the processing of more than one plate.
[0030] The degree of operational flexibility of the work
center according to the invention is very high. The work
center lends itself to be easily configured both in a manual
mode, wherein relatively small plates are loaded and un-
loaded manually by one or more operators, and in a fully
automated mode. In the latter case, the work center ac-
cording to the invention also lends itself to being adapted
immediately and easily for installation along an automat-
ed line, in which it constitutes a station of the line.
[0031] In another embodiment, said motorized carriag-
es each carry one or more transverse rows of locking
devices (typically suction cup units) aligned in transverse
directions with respect to said longitudinal direction, and
that each carriage has a dimension in the longitudinal
direction equal to or less than the dimension in the afore-
said longitudinal direction of the locking devices carried
by said carriage.
[0032] This solution makes it possible to arrange the
suction cup units carried by different carriages into posi-
tions immediately adjacent to each other, placing the car-
riages in contact with each other. Furthermore, this so-
lution allows, in the event that the work center is equipped
with a second and lower drilling head, minimizing the
minimum distance between the suction cup unit and the
lower drilling head, allowing a greater dimension of the
area of the plate in which it is possible to make a hole.
[0033] According to a further optional characteristic,
particularly useful for allowing the automated handling of
even small plates, in said loading area and/or in said
unloading area; the horizontal working surface of said
stationary structure is provided with an array of conveyor
belts parallel and transversely spaced apart, to support
and guide a plate during its movement in the longitudinal
direction entering and/or exiting the working surface. The
said conveyor belts are movable between a lowered rest
position and a raised operative position, wherein they are
able to engage the lower surface of a plate so as to sup-
port the plate and transfer the plate in the longitudinal
direction. The locking devices carried by the motorized
carriages are suction cup units that can are displaceable
in the spaces between the conveyor belts between a low-
ered rest position and a raised operative position, where-
in the suction cup units are able to engage the lower
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surface of a plate supported on said conveyor belts.
[0034] In an embodiment, said one or more motorized
carriages carrying the locking devices are also used to
support waste portions of the glass plates resulting from
processing operations on the plates.

Detailed description of the invention

[0035] Further characteristics and advantages of the
invention will become apparent from the description that
follows with reference to the attached drawings, provided
purely by way of non-limiting example, wherein:

- Figure 1 is a schematic perspective view of a work
center according to the present invention,

- Figure 2 is a schematic cross-sectional view of the
work center of Figure 1, in a transverse plane with
respect to the longitudinal direction of the work cent-
er,

- Figure 3 is an enlarged scale view of a detail of the
cross-section of Figure 2, with reference to a con-
crete embodiment of the work center according to
the invention,

- Figure 4 is a partial perspective view of the detail of
Figure 3,

- Figure 5 is a schematic side view of a tool assembly
that can be associated with the working head of the
work center according to the invention,

- Figures 6-13 illustrate, by way of example, different
operating steps of the work center according to the
invention,

- Figure 14 is a cross-sectional view of the work center,
- Figure 15 is another perspective view, partially

cross-sectioned, of a detail of the work center ac-
cording to the invention,

- Figure 16 shows the detail of Figure 15 in a different
operating condition,

- Figures 17 and 18 show additional perspective
views, partially cross-sectioned, of a detail of the as-
sembly of Figures 15 and 16,

- Figure 19 is a side view, partially cross-sectioned,
of a part of the work center,

- Figure 20, shows a variant of the work center ac-
cording to the invention, designed to perform simul-
taneous processing operations of two plates,

- Figures 21,22 are perspective views showing two
examples of machines that can be associated with
the work center, for the automated loading of the
plates on the work center, and

- Figures 23 - 27 illustrate an additional embodiment.

General structure of the work center

[0036] In the drawings, reference 1 indicates - in its
entirety - an electronically-controlled work center for
processing glass plates, plates of stone material or plates
of synthetic material. The work center 1 comprises a sta-
tionary structure 2, defining a horizontal working surface

3.
[0037] In the example illustrated, the horizontal work-
ing surface 3 includes a working area generally indicated
by A, surmounted by a bridge-like cross-member 4 ar-
ranged in an elevated position above the working area A.
[0038] In the preferred example illustrated here, the
bridge-like cross-member 4 is in a fixed position with re-
spect to the stationary structure 2, having its ends carried
by two side portions 5, which are rigidly connected to the
stationary structure 2.
[0039] The horizontal working surface 3 extends in a
longitudinal horizontal direction X, while the bridge-like
cross-member 4 extends in a transverse horizontal di-
rection Y, orthogonal to the longitudinal direction X.
[0040] In the present description, and in the claims that
follow, the terms "longitudinal" and "longitudinally" and
the terms "transverse" and "transversely" are used pre-
cisely with reference to the longitudinal direction X and
the transverse direction Y defined above.
[0041] A motorized carriage 6 is slidably mounted on
the bridge-like cross-member 4 in the Y direction. On the
carriage 6, slidably mounted in the vertical direction Z is
a slide 7 carrying a working head H.
[0042] The plates L are displaced in the direction X
above the horizontal working surface 3 by means of a
plurality of motorized carriages C, movable in the longi-
tudinal direction X independently of each other and car-
rying a plurality of locking devices V configured for en-
gaging and blocking one or more plates, kept in a hori-
zontal position, on said carriages. In the embodiments
illustrated herein, the locking devices consist of suction
cup units which can be operated by vacuum.
[0043] During a cycle of processing operations on the
plate, the relative movements of the working head H with
respect to the plate are obtained: in the X direction by
the movement of the plate imparted by the motorized
carriages C; in the Y direction by the movement of the
carriage 6 along the bridge-like cross-member 4, and in
the Z direction by the movement of the slide 7.
[0044] Respective electric motors are provided for driv-
ing the movements of the carriages C in the longitudinal
direction X; of the carriage 6 in the transverse direction
Y, and of the slide 7 in the vertical direction Z. These
electric motors are controlled by one or more electronic
controllers E (see, for example, Figure 15), which in the
illustrated embodiment example are arranged inside a
cabinet associated with the stationary structure 5, which
supports one end of the bridge-like cross-member 4. The
electronic controller is equipped with a human-machine
interface HMI including, for example, a monitor 10 and a
keyboard 11.

The working head

[0045] The constructive details of an embodiment ex-
ample of the working head H are visible in Figure 14 of
the attached drawings. With reference to this Figure, the
number 8 indicates a spindle supported by the slide 7 in
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a rotatable way around a vertical axis, with an electric
drive motor associated therewith.
[0046] According to a known technique, the spindle 8
has a lower end having a seat for receiving and remov-
ably supporting the conical shank 9 of a tool G (for ex-
ample, a grinding wheel with a vertical axis), by means
of a coupling device of any known type, configured for
allowing an automatic tool change. If it is necessary to
operate with a tool having a horizontal rotation axis, a
tool assembly G1 is coupled to the spindle 8, of the type
illustrated - by way of example - in Figure 5, having a
conical shank 9 for coupling with the spindle 8. The shank
9 is connected in rotation by means of a pair of bevel
gears (not illustrated) with a tool G2 (in the example a
cup wheel) with a horizontal axis.

The X-movable carriages carrying the suction cup units

[0047] In the example of Figures 1-19, the motorized
carriages C are arranged aligned with each other in the
longitudinal direction X adjacent to one side of the sta-
tionary structure 2, and are movable within a channel 200
(Figure 1) defined by the stationary structure 2, below
the horizontal working surface 3. On the horizontal work-
ing surface 3, alongside the channel 200 in which the
motorized carriages C are movable, longitudinal arrays
of rollers R are arranged, freely rotatable around hori-
zontal transverse axes. The longitudinal arrays of rollers
R are transversely spaced apart. As can be seen, for
example, in Figure 1, in the case of this embodiment, the
plate L is intended to rest partly on the carriages C and
partly on the longitudinal arrays of rollers R.
[0048] Figures 3 and 4 of the attached drawings show
the detail of a motorized carriage C carrying a plurality
of suction cup units V. The suction cup units V are ar-
ranged along several spaced apart longitudinal lines, and
have coplanar upper suction cups, lying in the same hor-
izontal plane. Each suction cup unit is not described here
in its construction details, as it can be made in any known
way. Typically, each suction cup unit comprises a suction
cup facing upwards, operated by vacuum. To this end,
the suction cup units comprise - in a known way - inner
chambers (not visible in the drawings) communicating
via flexible pipes (also not illustrated) with a vacuum
source, typically a pump. This pump may be located on
board the respective carriage C, and operated by a re-
spective electric motor, also located on board the car-
riage C. Alternatively, the pump that generates the vac-
uum may be a single pump that serves all the carriages
C, located in an area of the stationary structure. In this
case, the management of the vacuum is made independ-
ent for the various suction cup units by means of solenoid
valves, each associated with a respective suction cup
unit, which are governed by the central electronic control
unit of the machine, depending on the size and shape of
the plate to be processed. Furthermore, the suction cup
units V are associated with one or more actuators of any
known type (for example, fluid actuators) so as to be mov-

able between a lowered rest position and a raised oper-
ating position, wherein the suction cups engage the lower
surface of a plate L resting on the rollers R of the longi-
tudinal arrays of rollers described above (see in particular
Figure 4).
[0049] All the aforesaid construction details are not il-
lustrated in the drawings, because they can be made in
any known way, and also for greater simplicity and clarity
of illustration.
[0050] The movement of each carriage C can be op-
erated independently from that of the other carriages C.
To this end, in the example illustrated (see Figure 3),
each carriage C is equipped with an electric motor as-
sembly M that rotates a pinion P meshing with a rack D
carried by the stationary structure 2 of the machine and
extending in the longitudinal direction X.
[0051] Still with reference to Figures 3 and 4, in the
illustrated example each carriage C is supported in a can-
tilever fashion and guided in its sliding movement in the
X direction by means of pads 12, which engage guide
bars 13 carried by the stationary structure 2 and extend-
ing in the longitudinal direction X.
[0052] A structure C1 is associated with each motor-
ized carriage C for containing and guiding the electrical
power cables of the electrical devices located on board
the carriage C, which is - in turn - connected to a catenary
structure C2 (see in particular, Figure 4) serving to guide
the aforesaid cables during the movement of the respec-
tive carriage.
[0053] Again with reference to Figures 3 and 4, above
each carriage C, between the longitudinal rows of suction
cup units V, pad supports 15 are interposed, vertically-
movable, with respect to the structure of the carriage (by
means of fluid actuators, not illustrated), between a
raised operational position and a lowered rest position.
When the suction cup units of a carriage are in their low-
ered position, the supports 15 may be in their raised po-
sition, so that a plate L (see, for example, Figure 7) may
be supported partly on the rollers R, in its left portion,
with reference to the direction of movement of the plate
(indicated by the arrow X1 in Figure 1) and partly on the
pads of the supports 15 of the carriages C, leaving the
plate free to slide forward.

The zero line or faith line

[0054] The work center according to the invention pro-
vides a device 14 (see again, in particular, Figures 1-4),
to position a plate to be processed in the transverse di-
rection Y. The device 14 comprises a longitudinal bar
140, extending in the X direction carrying a plurality of
vertical axis rollers 141. The longitudinal bar 140 (see
Figure 2) can be operated by means of actuators 140A
(one of which is illustrated in Figure 2) so as to be dis-
placeable in the transverse direction Y in order to push
the longitudinal array of rollers 141 against the right side
edge of the plate L, with reference to the advancing di-
rection of the plate (indicated by the arrow X1 in Figure
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1), in order to push the plate into a strictly predetermined
transverse position.
[0055] In an initial step of loading a plate L on a loading
area A0, at one end of the stationary structure 2 (see
Figures 6 and 7, the plate L is placed above the arrays
of rollers R and on the supports 15 of the carriages C,
without yet activating the suction cup units V. In this con-
dition, the plate is positioned to the right (with reference
to the advancing direction X1) beyond the correct working
position. Starting from this condition, the bar 140 of the
transverse reference device 14 is actuated so as to en-
gage the right side edge of the plate with the rollers 141,
and push the plate transversely up to a correct working
position. To this end, the actuator or actuators of the
transverse movement of the bar 14 are controlled by the
electronic controller E of the work center, according to a
predetermined program. Once the longitudinal bar 140
of the device 14 has been positioned in this way, it re-
mains in this position, so as to define the zero line, or
faith line, for the plate during all the movements that the
plate performs during the transfer step from the loading
area to the working area, during the cycle of processing
operations and during the transfer from the working area
to the unloading area.
[0056] As is evident from the above description, all the
aforesaid movements of the plate L in the longitudinal
direction X are obtained by means of the motorized car-
riages C carrying the suction cup units V that engage the
lower surface of the plate.

Loading of the plate

[0057] Figures 6-11 show the different steps of loading
a plate onto the working surface, according to an embod-
iment example.
[0058] Figure 6 shows four carriages C carrying the
suction cup units V, all arranged in mutually adjacent
positions at the loading area A0 of the plate. In Figure 6,
the plate is schematically illustrated in a position still dis-
tant from the loading area A0. As will be described in
greater detail below, the work center according to the
invention can be associated with devices for automati-
cally loading and unloading the plates, even if it is not
excluded, especially in the case of small sized plates,
that the loading and unloading operations can be per-
formed manually, as illustrated in Figure 13. The operator
can also perform a similar manual operation for unloading
the plate from the unloading area of the work center.
[0059] The case is also possible wherein the work cent-
er constitutes only one station interposed along an auto-
mated processing line, in which case the loading area
A0 receives the plate from the station located in the line
immediately upstream of the work center.
[0060] Figure 7 shows the plate L having arrived in a
position wherein its front part overlaps the suction cup
units carried by all carriages C. In this condition, the suc-
tion cup units of all the carriages are in their inoperative
lowered position, with the exception of the suction cup

units of the first carriage, located in the most advanced
position, towards the working area A. Figure 8 shows
precisely the condition wherein the suction cup units of
the first carriage have been carried into their raised po-
sition and activated to hold the front part of the plate L
thereon. Starting from this condition, the electronic con-
troller of the work center activates, in a completely auto-
matic way, according to a predetermined program, or if
necessary following commands given by an operator, on-
ly the movement in the X direction of the aforesaid first
carriage, while the remaining carriages are left stationary
in position, with the suction cup units deactivated. In this
way, the first carriage drags the plate L up to the position
illustrated in Figure 9, adjacent to the working area, mak-
ing the plate slide over the rollers R and over the supports
15 (which are in the raised position) of the remaining
carriages C at the loading area A0.
[0061] Once the condition of Figure 9 is reached, the
first carriage is kept with its suction cup units active and
in engagement with the lower surface of the plate, while
the other carriages C are advanced in succession, with
their suction cup units in the lowered position, for different
predetermined strokes, until they are distributed in mu-
tually spaced positions along the plate, so as to cover
the entire extension of the plate (Figures 10, 11). The
movement of these carriages can also be activated si-
multaneously with the movement of the first carriage.
[0062] As can be seen, therefore, the suction cup units
V are automatically distributed along the length of the
plate, according to the size of the plate itself and the
processing operations to be carried out. In the condition
of Figure 11, the plate rests on the suction cup units of
the various carriages, which - at this point - are all carried
into their raised operational position and made active, to
hold the plate thereon. The plate also rests with its left
part above the arrays of rollers R.
[0063] The aforesaid operations may be controlled by
the operator through the HMI interface, but more prefer-
ably they are obtained completely automatically by the
electronic controller E, on the basis of a predetermined
program, which is a function of the dimensions (including
the thickness) of the plate, of the configuration of the
plate, and the processing operations to be carried out.
[0064] To this end, the work center is preferably
equipped with sensor devices of any known type, for ex-
ample, contact sensors or optical sensors (not illustrat-
ed), capable of detecting the presence of the plate and
its dimensions, to allow automatic programming of the
distribution of the carriages C along the plate.

The work step

[0065] Once the condition illustrated in Figure 11 is
reached, wherein the plate is retained on all the suction
cup units V of all the carriages C, the electronic controller
and the machine may activate any cycle of processing
operations programmed for processing of the plate. Dur-
ing this cycle of processing operations, the working head
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H is brought alongside the portions of the plate L intended
to be processed. This is achieved by moving the working
head H in the Y direction and in the Z direction by moving
the carriage 6 and the slide 7, and controlling a synchro-
nous movement of all the carriages C to cause the nec-
essary movements of the plate L (forwards or backwards)
in the longitudinal direction X.
[0066] Even before starting the cycle of processing op-
erations, in an initial step, the movement of the carriages
is controlled to bring the front edge of the plate against
a contact sensor, with an electric microswitch that sends
a signal to the control unit indicating the starting position
of the plate, with respect to the longitudinal direction X.
Once this reference has been acquired, the work cycle
can be started.

The tool magazine

[0067] The work center is designed to perform a wide
range of processing operations, thanks to the provision
of one or more tool magazines, which are designed to
allow a fully automatic tool change on the working head
H, depending on the processing to be performed.
[0068] In the case of the specific example illustrated,
the work center 1 is equipped with two tool magazines.
With reference in particular to Figures 1 and 20, a first
tool magazine U1 is carried by a cross-member 20 ar-
ranged parallel to and adjacent to the bridge-like cross-
member 4. The cross-member 20 is supported by the
stationary structure 2 so as to be displaceable in the X
direction. According to the conventional art, the maga-
zine U1 comprises a plurality of tool-holder members,
made in any known way, to allow automatically deposit-
ing or picking-up of a tool assembly. The movements in
the longitudinal direction X of the cross-member 20 with
respect to the bridge-like cross-member 4 are controlled
by a pneumatic actuator or, alternatively, by an electric
motor (not illustrated), and are controlled by the electron-
ic controller E of the machine. By controlling the move-
ments of the cross-member 20 along the longitudinal di-
rection X, the movements of the carriage 6 along the
transverse direction Y, and the movements of the slide
7 along the vertical direction Z, it is possible to bring the
working head H to an empty place in the magazine U1,
to unload thereon a previously used tool and then to bring
the working head H to a position occupied by a tool to be
picked up. The operations of releasing the previously
used tool and picking up the new tool to be used can be
carried out completely automatically, by means of the
tool change device associated with the spindle 8.
[0069] With reference in particular to Figure 19, a sec-
ond tool magazine U2 is carried by the stationary struc-
ture to a lower position than the first magazine U1. Figure
19 illustrates a cross-sectional view of the work center
1, in a vertical plane parallel to the X direction. The mag-
azine U2 is carried by a beam 21 extending in a direction
parallel to the longitudinal direction X, and displaceable
with respect to the stationary structure of the work center

along said longitudinal direction X. The movements of
the structure 21 are controlled by an electric motor (not
illustrated) under the control of the electronic controller
E of the work center. In the case of the illustrated exam-
ple, the magazine U2 supports a plurality of tool-holder
members - of any known type - to support a plurality of
tool assemblies, for example, tool assemblies G1 of a
type similar to that illustrated in Figure 5, with a tool having
a horizontal axis connected in rotation by means of a pair
of bevel gears with a conical shank 9 having a vertical
axis.
[0070] By controlling the movements of the tool mag-
azine U2 in the longitudinal direction X, and the move-
ments of the working head H in the vertical direction Z,
and in the transverse direction Y, it is possible to arrange
the working head adjacent to an empty location of the
tool magazine U2, to deposit a previously used tool, and
then subsequently at a place in the magazine U2 occu-
pied by a new tool to be picked up, according to the mo-
dalities that have already been described above with ref-
erence to the first tool magazine U1.

The lower auxiliary working head

[0071] The work center is also able to perform drilling
operations, thanks to the use, in combination with the
working head H, which operates above the plate, of a
lower auxiliary working head LH, which operates under
the plate. According to the prior art in this field, a plate
drilling operation, in particular, in the case of glass plates,
involves the simultaneous engagement of the plate by
an upper tool and a lower tool.
[0072] With reference to Figures 14-19, the lower head
LH is in the form of a transverse beam, which is slidably
guided along the transverse direction Y under the sta-
tionary structure 2 of the work center. For this purpose,
guide bars 25 (see Figure 19) slidably mounted inside
guide supports 26 carried by the stationary structure may
be arranged on the lower side of the beam constituting
the structure of the lower cross-member LH, and/or a
wheel 27 (Figure 16) may be provided, always on the
lower side of the head LH, and at one of its ends, freely
rotatable around a horizontal axis parallel to the X direc-
tion and shaped like a pulley, so as to be guided and -
at the same time - held transversely on a guide rail 28
carried by the stationary structure, in order to avoid bend-
ing during translation in the Y direction, and in order to
react to the shear stress in the Z direction.
[0073] As better seen in Figure 19, the structure of the
lower cross-member LH carries a revolver device 30, ro-
tatable around a horizontal axis parallel to the transverse
direction Y, carrying a star-like arrangement of tools 300,
which are selectable according to the operation to be
performed. Whenever it is necessary to prepare a tool
carried by the lower head LH in the working position, the
revolver device 30 is rotated so as to bring the tool to be
used in the North position of the star of tools 300.
[0074] When it is necessary to perform a drilling oper-
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ation on a plate L, the plate is moved in the X direction,
by means of the carriages C, together with a positioning
of the lower head LH along the Y direction and a posi-
tioning of the upper head H along the direction Y, respec-
tively, below and above the plate at the point on the plate
where the drilling is to be performed.
[0075] With reference to Figure 17, inside the structure
constituting the lower head LH, there is an electric motor
unit M1, which is able to rotate, by means of a transmis-
sion of any known type (not illustrated), the tool 300,
which is in the upper operating position in the tool star
300. Furthermore, the structure that carries the tool 300
which is in the operative position is also provided with an
actuator (not shown) for imparting a movement in the Z
direction to the tool 300. Figure 17 shows the conical
shank 9 of a drilling tool G intended to engage the glass
plate from the upper side. For greater clarity, Figure 17
does not illustrate the electro-spindle, to which the con-
ical shank 9 is coupled.
[0076] Figures 17, 18 also show a wall W carried by
the upper working head H, which surrounds the tool G
when the tool is in the working position, and is intended
to support nozzles for the emission of coolant liquid (not
illustrated). Similarly, a ring structure 40 surrounds the
lower tool 300 when it is lowered into an operating posi-
tion), and is equipped with nozzles (not illustrated) for
the emission of coolant in the working area of the lower
tool. The ring structure 40 also has a movement in the Z
direction that allows it to position itself at the level of the
lower surface of the plate to act as a support surface
during the drilling operation.
[0077] Figures 17 and 18 also show a cross-member
50 carried by the stationary structure and provided at the
top with a series of rollers 51, aligned in the transverse
direction Y, and freely rotatable around a transverse axis.
When processing a plate in the working area of the work
center, the lower surface of the plate is guided over the
rollers 51.
[0078] At the same time, the plate L is also guided in
its movements on the working area by an upper contain-
ment structure 60 (Figure 14), suspended from the
bridge-like cross-member 4 in a vertically adjustable po-
sition (by means of a fluid actuator not illustrated), above
the plate and equipped with pad elements or freely ro-
tating rollers, for engagement with the upper surface of
the plate.
[0079] Figures 15 and 16 show the lower head LH,
respectively, in its two positions at opposite ends of its
stroke in the Y direction.

Unloading of the plate

[0080] Once the cycle of processing operations has
been completed, the carriages C are controlled simulta-
neously to transport the plate L to the position illustrated
in Figure 12, wherein the front portion of the plate is at
the unloading area AF. Starting from this condition, the
suction cup units of the carriages C may be deactivated

and carried to their inoperative lowered positions, with
the exception of the last carriage, which is further back
with respect to the advancing direction of the plate. This
carriage can be kept with its suction cup units in engage-
ment with the plate, and then be made to advance in the
X direction (the remaining carriages will, in any case, be
advanced to avoid interference) so as to push the plate
L towards an unloading position from the work center.

Variants

[0081] Figure 20 shows another embodiment, wherein
the configuration of the work center described above with
reference to Figures 1-19 is doubled in a specular way,
with two aligned series of carriages C arranged side-by-
side, to simultaneously carry two plates L to be processed
by two working heads H carried on the bridge-like cross-
member.
[0082] Figures 21, 22 illustrate embodiments wherein
the work center described above is associated with a
machine for automatically loading the plates onto the
work center.
[0083] In the case of Figure 21, a Carriageesian robot
70 is arranged, carrying a gripper 71 equipped with vac-
uum-operated suction cup units, which is moved to sub-
sequently pick up the plates from a support rack of the
plates, and to deposit them on the working surface of the
work center.
[0084] Figure 22 illustrates a solution in which the grip-
per 71 is carried by a multi-axis manipulator robot 72.
[0085] Of course, a similar arrangement can be ar-
ranged at the unloading end of the work center.
[0086] In any case, it is clear that the work center can
be used flexibly in a variety of ways, including a manual
loading and unloading mode of small plates by one or
more operators.
[0087] It is equally evident that the structure and con-
figuration of the work center allows the work center to
use each of the ends of the stationary structure of the
work center as a loading or unloading area.
[0088] Of course, in an industrial plant with high pro-
ductivity, the work center according to the invention may
be inserted into an automated production line, so that the
loading area of the work center receives, in succession,
the plates that are fed by the station of the automated
line, which is located upstream of the work center. Sim-
ilarly, at its unloading end, the work center feeds the proc-
essed plate to the station of the automated line located
downstream from the work center, or to a final unloading
station for the processed plate, to which the plate is sent
for shipment.
[0089] Figures 23-27 refer to an additional embodi-
ment of the work center according to the invention, that
allows the automated feeding and processing of glass
plates even with relatively small dimensions (for exam-
ple, with a longitudinal dimension in the order of 400 mm).
In the case of this embodiment example, at the loading
area AO and at the unloading area AF, the working sur-
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face 3 is provided with a plurality of closed-loop conveyor
belts CN arranged in the longitudinal direction of the work
center, all parallel to each other and transversely spaced
apart from each other, to support and guide the glass
plates entering and leaving the work center. As can be
seen in Figures 23 and 27, the conveyor belts CN also
cover the area of the working surface 3 next to the chan-
nel 200 wherein the motorized carriages C are movable.
It can be envisaged that the conveyor belts CN can be
moved vertically between a raised operating position,
wherein they are able to feed a glass plate entering and
leaving the work center, and a lowered position, wherein
they release the glass plate carried by them above the
suction cup units V carried from the motorized carriages
C. To this end, as shown in Figures 24-26, the carriages
C each carry a row of suction cup units V arranged trans-
versely to the longitudinal direction, with the suction cup
units V of each carriage being transversely spaced from
each other, so that the carriages C are free to move below
the conveyor belts CN, and the conveyor belts CN are
arranged in the spaces between the suction cup units V.
In the example shown in Figures 24-26, upstream of the
loading area AO, as well as downstream of the unloading
area AF, a roller surface RS can be provided, on which
a glass plate L can be made to advance until it is picked
up from the conveyor belts CN.
[0090] According to an additional preferred character-
istic of the work center according to the invention, each
motorized carriage C carries one or more rows of suction
cup units V directed transversely to the longitudinal di-
rection of the work center (the example of Figures 23-27
shows motorized carriages C each having a single trans-
verse row of suction cup units V), and each carriage C
has a dimension in the longitudinal direction of the work
center that is less than or equal to the dimension in the
longitudinal direction of the suction cup units V carried
by the carriage C. In this way, it is possible to arrange
the suction cup units V carried by different carriages in
positions strictly adjacent to each other, by arranging the
carriages C in contact with each other, or in positions
strictly adjacent to each other, as shown in Figures 24-26.
Thanks to this characteristic, it is possible to position the
carriages C so as to obtain an array of suction cup units
V that are very close to each other, which allows the
automated handling of even relatively small glass plates
L (for example, having a longitudinal dimension in the
order of 400 mm), as is evident from Figures 24-26.
[0091] Figure 23 of the attached drawings is an overall
perspective view of the embodiment described here,
while Figures 24-26 are plan views of a detail of the load-
ing area AO in three different operating conditions. Figure
4 shows a plate L in the step wherein it is transferred
from the roller surface RS to two conveyor belts CN of
the loading area AO. In this step, four motorized carriages
C are kept in positions adjacent to each other in the load-
ing area AO, below the conveyor belts CN. The step of
Figure 25 shows a subsequent step, wherein the motor-
ized carriages C have remained in their positions, while

the plate L has been moved to an advanced position by
the two conveyor belts CN that engage its lower surface.
Figure 26 shows the same condition as Figure 25, where-
in, however, the longitudinal bar 14 is advanced trans-
versely (towards the other with reference to Figure 26)
to position the plate L in the correct position. Starting from
this condition, the conveyor belts CN may be lowered so
as to deposit the plate L on one or more suction cup units
V of one or more carriages C.
[0092] According to a characteristic of the work center
according to the invention, once the motorized carriages
have been positioned to engage the glass plate L and,
subsequently, move it into the working area A during
processing, selected suction cup units V are activated,
for selected carriages C, according to the shape and size
of the plate L and the processing operations to be carried
out.
[0093] Another important characteristic of the inven-
tion lies in the fact that the suction cup units of one or
more motorized carriages C are also used to support
waste portions of the glass plates resulting from process-
ing operations on the plates. According to this character-
istic, the suction cup units V that engage a waste portion
can be moved vertically between a raised operative po-
sition and a lowered position, wherein they keep the
picked-up waste portion out of the encumbrance of the
working area.
[0094] With reference again to Figures 23 and 27, in
the embodiment example illustrated therein, the convey-
or belts CN also cover the part of the working surface 3
located next to the channel 200 in which the motorized
carriages C are movable.

Advantages

[0095] As already indicated, the work center according
to the invention has a series of important advantages.
First of all, the plate to be processed is held by a plurality
of suction cup units, which are positioned and distributed
on the working surface in a completely automatic way,
according to the dimensions (including thickness) of the
plate, the configuration of the plate, and the processing
operations to be carried out. For this purpose, the work
center can provide one or more contact sensors or optical
sensors of any known type to detect the configuration
and position of the plate with respect to the working area,
and thus allow automatic programming of the electronic
controller regarding the arrangement of the motorized
carriages carrying the suction cup units.
[0096] A further advantage of the work center accord-
ing to the invention lies in the fact that the suction cup
units carried by the motorized carriages no longer hold
the plate in a fixed position during processing but, on the
contrary, move the plate in the longitudinal direction (X).
This characteristic is used both to perform the necessary
relative movements in the longitudinal direction (X) be-
tween the working head and the plate during the cycle
of processing operations, and to carry out the forward
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movement of the plate necessary to carry the plate from
the loading area to the working area and from the working
area to the unloading area. Therefore, even these oper-
ations no longer require the intervention of one or more
operators and can be carried out in total safety (the op-
erators can remain outside a protected working area, not
needing to intervene near the area of work) and in ex-
tremely short times, to the advantage of productivity.
[0097] The automation of the positioning of the suction
cup unit and the automation of the movement of the plate
through the work center are also obtained with an ex-
tremely simple and relatively low-cost structure, which is
not exposed to any drawbacks also regarding the oper-
ational reliability over time.
[0098] Furthermore, the work center according to the
invention can be easily configured to simultaneously per-
form the processing of more than one plate.
[0099] The degree of operational flexibility of the work
center according to the invention is very high. The work
center lends itself to be easily configured both in a manual
mode, wherein relatively small plates are loaded and un-
loaded manually by one or more operators, and in a fully
automated mode. In the latter case, the work center ac-
cording to the invention also lends itself to being adapted
immediately and easily for installation along an automat-
ed line, in which it constitutes a station on the line.
[0100] Preferably, sensors for detecting the presence
of the plate are arranged along the longitudinal direction,
capable of detecting its size in the longitudinal direction
of movement, in order to communicate this information
to the electronic control unit, to facilitate the determina-
tion of the correct position of the carriages C. Further-
more, as already indicated, in the working area A, there
is at least one sensor capable of detecting an initial po-
sition of the plate, in the longitudinal direction X, before
the start of a cycle of processing operations. Finally, an
automatic measurement system can be provided that de-
tects the dimensions of the plate in the advancing direc-
tion X and in the transverse directions Y and Z, and com-
municates the data collected thereby to a central elec-
tronic controller. Preferably the sensor capable of detect-
ing the initial position of the plate along the longitudinal
direction cooperates with a portion of the plate located
sufficiently far away from an edge between the lower sur-
face and a vertical side surface of the plate, so as to avoid
detection of metal scraps present on the plate following
previous cutting processes. Always preferably, said sen-
sor is configured and arranged to cooperate with an upper
part of the thickness of the plate being processed (L).
[0101] Of course, without prejudice to the principle of
the invention, the details of construction and the embod-
iments may vary widely with respect to those described
and illustrated purely by way of example, without depart-
ing from the scope of the present invention, as defined
by the attached claims.

Claims

1. An electronically-controlled work center for process-
ing glass plates, plates of stone material or plates of
synthetic material, comprising:

- a stationary structure (2), defining a horizontal
working surface (3),
- a plurality of locking devices (V), for retaining
a plate (L) in a horizontal position above, and at
a distance from, the horizontal working surface
(3),
- at least one working head (H) carried in an
elevated position above the horizontal working
surface (3) and capable of relative movements
- with respect to a plate (L) retained by said lock-
ing devices (V) - in a longitudinal horizontal di-
rection (X), in a horizontal transverse direction
(Y) perpendicular to the longitudinal direction,
and in a vertical direction (Z),
- wherein said plurality of locking devices (V) is
carried by one or more motorized carriages (C),
movable along said longitudinal horizontal direc-
tion (X) with respect to said stationary structure,
and
- an electronic controller programmed to control
the movement of said motorized carriages (C)
carrying the locking devices (V) in said longitu-
dinal direction (X), so as to move a plate (L) in
the longitudinal direction (X) in a working area
(A), during the execution of a work cycle, in such
a way that, during the processing of a plate (L)
retained by means of said locking devices (V),
the relative movements of the working head (H)
with respect to the plate (L) along said longitu-
dinal direction (X) are obtained by means of a
movement of said one or more motorized car-
riages (C),
said work center being characterized in that
said electronic controller is programmed to
move said motorized carriages (C) through said
working area (A) of said work center, starting
from a first end portion of said stationary struc-
ture (2), wherein a plate (L) can be loaded onto,
or unloaded from, said one or more motorized
carriages (C) carrying the locking devices (V),
up to a second end portion of said stationary
structure (2), wherein a plate (L) can be unload-
ed from, or loaded onto, said one or more mo-
torized carriages (C) carrying the locking devic-
es (V),
in such a way that said motorized carriages(C)
are used also to move a plate in the longitudinal
direction (X) in order to take it from the plate
loading area (AC) to the working area (A),
and also to move a plate in the longitudinal di-
rection (X) in order to take it from the plate work-
ing area (A0) to the plate unloading area (A).
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2. A work center according to claim 1, characterized
in that said working head (H) is mounted vertically-
movable on a carriage (6) which is - in turn - hori-
zontally movable in the aforesaid horizontal trans-
verse direction (Y) on a bridge-like cross-member
(4), having opposite ends supported by said station-
ary structure (2) in an elevated position above the
horizontal working surface (3).

3. A work center according to claim 2, characterized
in that said bridge-like cross-member (4) is rigidly
connected to the stationary structure (2).

4. A work center according to claim 1, characterized
in that it comprises a plurality of carriages (C) car-
rying the locking devices (V), arranged aligned with
each other along said longitudinal direction (X) and
displaceable independently from each other along
said longitudinal direction (X), by means of respec-
tive electric drive motors (M).

5. A work center according to claim 1, characterized
in that the locking devices (V) associated with each
motorized carriage (C) consist of a horizontal copla-
nar array of upwardly facing vacuum-operated suc-
tion cup units (V).

6. A work center according to claim 5, characterized
in that the horizontal working surface (3) of said sta-
tionary structure (2) is provided with support and
guide members (R, CN), in the form of rollers (R) or
pads or conveyor belts (CN), to support and guide a
plate (L) during its movement in the longitudinal di-
rection on the working surface (3), and
in that the suction cup units (V) are movable be-
tween a lowered rest position and a raised operative
position, wherein they are able to engage the lower
surface of a plate (L) supported on said support and
guide members.

7. A work center according to claim 6, characterized
in that said motorized carriages (C) are aligned with
each other along a longitudinal direction and are ar-
ranged on one side portion of said horizontal working
surface (3) and in that said support and guide mem-
bers are rollers (R) or pads arranged in longitudinal
arrays which are mutually spaced apart in the trans-
verse direction, on an opposite side portion of said
horizontal working surface, on one side of the aligned
series of motorized carriages (C).

8. A work center according to claim 7, characterized
in that each of said motorized carriages (C) carries
suction cup units (V) arranged in longitudinal lines
mutually spaced apart from each other in a trans-
verse direction and that support devices (15) are pro-
vided between said lines, for supporting a plate (L),
said support devices being movable between a low-

ered rest position and a raised operative position.

9. A work center according to claim 1, characterized
in that it comprises at least one electronic controller
(E) for controlling electric drive motors (M) driving
the aforesaid motorized carriages (C), and in that
said electronic controller (E) is programmed in such
a way that, in a preliminary loading step of a plate
(L) on the horizontal working surface (3), the control-
ler (E) receives information on at least one parameter
indicative of a longitudinal dimension of the plate (L),
and controls the advancement of said carriages (C)
in said longitudinal direction (X) by respective pre-
determined travel lengths, so as to distribute the car-
riages (C) along the plate (L).

10. A work center according to claim 9, characterized
in that said electronic controller is programmed in
such a way that:

- in said plate-loading step (L), after a plate has
been positioned on the working surface (3)
above the said motorized carriages (C) carrying
the suction cup units (V), the electronic controller
(E) initially activates the suction cup units (V) of
at least one first carriage (C), which is located
more forward in the direction of the working area
(A) with respect to the remaining carriages, so
as to engage said suction cup units on the plate,
and then control the advancement of said first
carriage (C), to cause advancing of the plate (L)
on the working surface (3),
- during and/or after said advancing movement
of the first carriage, the remaining carriages are
made to advance to the aforesaid respective
predetermined positions, distributed along the
length of the plate, the suction cup units (V) of
each of said remaining carriages being activated
and engaged on the plate after the respective
carriage has reached its predetermined ad-
vanced position.

11. A work center according to claim 10, characterized
in that said electronic controller (E) is programmed
in such a way that:

- after completing said loading step, when the
motorized carriages (C) carrying the suction cup
units (V) have been distributed along the length
of the plate and have their suction cup units ac-
tivated and in engagement on the plate, the elec-
tronic controller (E) controls a series of synchro-
nous movements of all the carriages (C) to im-
part the necessary movements to the plate (L)
in the aforesaid longitudinal direction (X) during
the execution of a cycle of processing operations
on the plate by said working head (H).
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12. A work center according to claim 10, characterized
in that said electronic controller (E) is programmed
in such a way that:

- in a final unloading step of the plate (L) from
the work center, the suction cup units (V) of the
motorized carriages (C) previously used to
move the plate (L) in the longitudinal direction
(X) are deactivated, with the exception of the
suction cup units (V) of at least one carriage (C),
located in the rearmost position, with reference
to the plate advancement direction,
- after which an advancement of said last car-
riage (C) is commanded in the direction of an
unloading area (AF) of the work center, in order
to feed the plate (L) towards said unloading area
(AF).

13. A work center according to claim 1, characterized
in that said work center further comprises a trans-
verse position-locating device (14) for locating a
plate (L) in position on the working surface (3) along
the transverse direction (Y), said transverse position
plate-locating device (14) comprising a longitudinal
bar (140) having guide elements (141) for engaging
with a side edge of the plate (L), and displaceable
against said side edge of the plate (L) in the aforesaid
transverse direction (Y), said work center having an
electronic controller (E) programmed to operate the
transverse displacement of said bar (140) in a step
wherein a plate (L) has been received on the working
surface (3) and is not yet engaged by said locking
devices (V), so as to push the plate (L) transversely
to a strictly predetermined position, in which said bar
(140) constitutes a zero-line, or also called faith line,
for the subsequent advancement of the plate (L) in
the work center.

14. A work center according to claim 1, characterized
in that a machine (70; 72) is associated with said
work center for automatically loading a plate (L) onto
a loading area (AC) of the work center and/or for
automatically unloading a plate (L) from an unloading
area (AF) of the work center.

15. A work center according to claims 3 or 4, character-
ized in that on the stationary structure (2) of the work
center at least one tool magazine (U; U1, U2) is sup-
ported, which is displaceable in the longitudinal di-
rection (X) with respect to said stationary structure
(2) and in that the work center is equipped with an
electronic controller (E) programmed to command a
movement of said at least one tool magazine (U; U1,
U2) in the longitudinal direction (X) and a movement
of said head (H) in the transverse direction (Y) and
in the vertical direction (Z) in order to arrange the
working head (H) at the magazine, for an automatic
tool change operation, said working head (H) com-

prising a motorized spindle (8), to which an attach-
ment shank (9) of a tool (G) can be removably cou-
pled by means of a coupling device configured to
enable an automatic tool replacement.

16. A work center according to claim 1, characterized
in that it comprises two working heads (H) and two
series of motorized carriages (C) for simultaneously
feeding two plates (L) towards respective working
areas of said working heads (H).

17. A work center according to claim 1, characterized
in that it further comprises a lower head (LH) sup-
ported by the stationary structure (2) of the work cent-
er so as to be movable in the aforesaid horizontal
transverse direction (Y) and carrying a motorized
spindle for operating a tool (300) intended to operate
on a plate (L) from the lower side of the plate.

18. A work center according to claim 15, characterized
in that the structure of said lower head (LH) carries
a revolver device (30) which supports a star-like ar-
rangement of tools (300), said revolver device (30)
being rotatable about an axis parallel to said trans-
verse horizontal direction (Y) to arrange a selected
tool in an operative working position.

19. A work center according to claim 4, characterized
in that said motorized carriages (C) each carry one
or more transverse rows of locking devices (V), the
locking devices being aligned in transverse direc-
tions with respect to said longitudinal direction (X),
and that each carriage has a dimension in the lon-
gitudinal direction (X) equal to or less than the di-
mension in the aforesaid longitudinal direction (X) of
the locking devices (V) carried by said carriage.

20. A work center according to claim 2, characterized
in that in said loading area (AO) and/or in said un-
loading area (AF), the horizontal working surface (3)
of said stationary structure (2) is provided with an
array of conveyor belts (CN) parallel and spaced
transversely from each other, to support and guide
a plate (L) during its movement in the longitudinal
direction when entering and/or exiting from the work-
ing surface (3),

in that the said conveyor belts (CN) are movable
between a lowered rest position and a raised
operative position, wherein they are able to en-
gage the lower surface of a plate (L) so as to
support the plate and transfer the plate in the
longitudinal direction, and
in that the locking devices carried by the motor-
ized carriages (C) are suction cup units (V) that
can be displaced in the spaces between the con-
veyor belts (CN) between a lowered rest position
and a raised operative position, wherein the suc-
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tion cup units are able to engage the lower sur-
face of a plate (L) supported on said conveyor
belts (CN).

21. A work center according to claim 20, characterized
in that said motorized carriages (C) are aligned with
each other along a longitudinal direction, and are
arranged on one side portion of said horizontal work-
ing surface (3), and in that said conveyor belts (CN)
also cover a side portion of said horizontal working
surface next to the aligned series of motorized car-
riages (C)

22. A work center according to claim 20, characterized
in that each of said motorized carriages (C) carries
suction cup units (V) transversely spaced apart from
each other and that each carriage is provided with
support devices (15) for supporting a plate (L), mov-
able between these suction cup units between a low-
ered rest position and a raised operative position.

23. A work center according to claim 10, characterized
in that said electronic controller is programmed in
such a way that after the carriages (C) have been
arranged in the aforesaid respective predetermined
positions, distributed along the length of the plate,
selected suction cup units (V) are activated for se-
lected carriages, depending on the shape and size
of the plate to be processed and the operations to
be performed on the plate.

24. A work center according to claim 1, characterized
in that it comprises two lower heads (LH), two upper
heads (H) and two series of motorized carriages (C)
for simultaneously feeding two plates (L) towards two
respective areas of work of said heads (L, LH).

25. A method for processing glass plates, plates of stone
material or plates of synthetic material, comprising:

- providing a work center (1) with a stationary
structure (2), defining a horizontal working sur-
face (3), a plurality of locking devices (V), for
retaining a plate (L) in a horizontal position
above the, and at a distance from, the horizontal
working surface (3), at least one working head
(H) carried in an elevated position above the hor-
izontal working surface (3) and capable of per-
forming relative movements - with respect to a
plate (L) retained by said locking devices (V) -
in a horizontal longitudinal direction (X), in a hor-
izontal transverse direction (Y) orthogonal to the
longitudinal direction, and in a vertical direction
(Z),
wherein one or more motorized carriages (C)
carrying said plurality of locking devices (V) and
movable in the aforesaid horizontal longitudinal
direction (X) with respect to said stationary struc-

ture (2) are arranged on the stationary structure
(2) of the work center, said motorized carriages
(C) being used to move a plate (L) in the longi-
tudinal direction (X) in a working area (A), during
the execution of a work cycle, in such a way that,
during the processing of a plate (L), retained by
means of said locking devices (V), the relative
movements of the working head (H) with respect
to the plate (L) along said longitudinal direction
(X) are obtained by means of a movement of
said one or more motorized carriages (C),
said method being characterized in that said
motorized carriages (C) are moved through said
working area (A) of said work center, starting
from a first end portion of said stationary struc-
ture (2), wherein a plate (L) can be loaded onto,
or unloaded from, said one or more motorized
carriages (C) carrying the locking devices (V),
up to a second end portion of said stationary
structure (2), wherein a plate (L) can be unload-
ed from, or loaded onto, said one or more mo-
torized carriages (C) carrying the locking devic-
es (V), in such a way that said motorized car-
riages(C) are also used also to move a plate in
the longitudinal direction (X) in order to take it
from the plate loading area (AC) plate to the
working area (A), and also to move a plate in
the longitudinal direction (X) in order to take it
from the plate working area (A) to a plate un-
loading area (AF).

26. A method according to claim 25, characterized in
that said motorized carriages (C) are arranged
aligned with each other along a longitudinal direction
(X), and are movable independently of each other,
and
in that in a preliminary loading step of a plate (L) on
the horizontal working surface (3), the advancement
of said carriages (C) in said longitudinal direction (X)
is controlled through predetermined independent
travel lengths, in order to distribute the carriages (C)
in respective advanced positions spaced apart from
each other, so as to distribute them along the length
of the plate, before commanding the engagement of
the plate by the locking devices (V) carried by said
carriages (C).

27. A method according to claim 28, characterized in
that after the carriages (C) have been arranged in
the aforesaid respective predetermined positions,
distributed along the length of the plate, selected
suction cup units (V) of selected carriages are acti-
vated, depending on the shape and size of the plate
to be processed and the processing operations to
be performed on the plate.

28. A method according to claim 25, characterized in
that said one or more motorized carriages carrying
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the locking devices (V) are also used to support
waste portions of the glass plates resulting from
processing operations on the plates (L).

29. A method according to claim 28, characterized in
that said locking devices (V) are suction cup units
(V), which engage a waste portion in their raised op-
erational position and then move to their lowered rest
position, wherein they keep the waste portion spaced
apart from the working area.

30. A method according to claim 25, characterized in
that sensors are arranged along the longitudinal di-
rection for detecting the presence of the plate, able
to detect the plate dimension in the longitudinal di-
rection (X), in order to communicate this information
to the electronic controller, to help the correct posi-
tion of the carriages (C) to be determined.

31. A method according to claim 25, characterized in
that at least one sensor is arranged in the working
area (A), which is capable of detecting an initial po-
sition of the plate along the longitudinal direction (X),
before the start of a cycle of processing operations.

32. A method according to claim 25, characterized in
that an automatic measurement system detects the
dimensions of the plate in the advancing direction X
and in the transverse directions Y and Z, and com-
municates the data collected thereby to a central
electronic controller.

33. A method according to claim 33, characterized in
that the sensor capable of detecting the initial posi-
tion of the plate along the longitudinal direction co-
operates with a portion of the plate located sufficient-
ly far away from an edge between the plate lower
surface and a vertical side surface of the plate, so
as to avoid detection of metal scraps present on the
plate following previous cutting processes, said sen-
sor being configured and arranged to cooperate with
an upper part of the thickness of the plate being proc-
essed (L).

Patentansprüche

1. Elektronisch gesteuerte Arbeitsstation zur Bearbei-
tung von Glasplatten, Platten aus Steinmaterial oder
Platten aus Kunststoff, umfassend:

- eine stationäre Struktur (2), die eine horizon-
tale Arbeitsfläche (3) definiert,
- eine Vielzahl von Feststellvorrichtungen (V),
um eine Platte (L) in einer horizontalen Position
über und in einem Abstand von der horizontalen
Arbeitsfläche (3) zu halten,
- mindestens einen Arbeitskopf (H), der in einer

erhöhten Position über der horizontalen Arbeits-
fläche (3) getragen wird und zu Relativbewe-
gungen - in Bezug auf eine von den Feststell-
vorrichtungen (V) gehaltenen Platte (L) - in einer
horizontalen Längsrichtung (X), in einer horizon-
talen Querrichtung (Y) senkrecht zu der Längs-
richtung und in einer vertikalen Richtung (Z) in
der Lage ist,
- wobei die Vielzahl von Feststellvorrichtungen
(V) von einem oder mehreren motorisierten
Schlitten (C) getragen wird, welche entlang der
horizontalen Längsrichtung (X) in Bezug auf die
stationäre Struktur bewegbar sind, und
- eine elektronische Steuerung, die program-
miert ist, die Bewegung der motorisierten Schlit-
ten (C), welche die Feststellvorrichtungen (V)
tragen, in der Längsrichtung (X) zu steuern, um
eine Platte (L) in der Längsrichtung (X) in einen
Arbeitsbereich (A) während der Ausführung ei-
nes Arbeitszyklus derart zu bewegen, dass wäh-
rend der Bearbeitung einer mittels der Feststell-
vorrichtungen (V) festgehaltenen Platte (L) die
Relativbewegungen des Arbeitskopfes (H) in
Bezug auf die Platte (L) entlang der Längsrich-
tung (X) durch eine Bewegung des einen oder
der mehreren motorisierten Schlitten (C) erhal-
ten werden,
wobei die Arbeitsstation dadurch gekenn-
zeichnet ist, dass die elektronische Steuerung
programmiert ist, die motorisierten Schlitten (C)
durch den Arbeitsbereich (A) der Arbeitsstation
zu bewegen, beginnend an einem ersten En-
dabschnitt der stationären Struktur (2), wobei ei-
ne Platte (L) auf den einen oder die mehreren
motorisierten Schlitten (C), welche die Feststell-
vorrichtungen (V) tragen, bis zu einem zweiten
Endabschnitt der stationären Struktur (2) ladbar
oder von diesen entladbar ist, wobei eine Platte
(L) von dem einen oder den mehreren motori-
sierten Schlitten (C), welche die Feststellvor-
richtungen (V) tragen, entladbar oder auf diesen
ladbar sind,
derart, dass die motorisierten Schlitten (C) auch
zum Bewegen einer Platte in der Längsrichtung
(X) verwendet werden, um diese von dem Plat-
tenladebereich (A0) zu dem Arbeitsbereich (A)
mitzunehmen,
und auch eine Platte in der Längsrichtung (X)
zu bewegen, um diese von dem Plattenarbeits-
bereich (A0) zu dem Plattenentladebereich (A)
mitzunehmen.

2. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass der Arbeitskopf (H) vertikal beweg-
bar auf einem Schlitten (6) montiert ist, welcher wie-
derum horizontal in der horizontalen Querrichtung
(Y) auf einem brückenähnlichen Querträger (4) be-
wegbar ist, der gegenüberliegende Enden aufweist,
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die von der stationären Struktur (2) in einer erhöhten
Position über der horizontalen Arbeitsfläche (3) ge-
tragen werden.

3. Arbeitsstation nach Anspruch 2, dadurch gekenn-
zeichnet, dass der brückenartige Querträger (4)
starr mit der stationären Struktur (2) verbunden ist.

4. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass diese eine Vielzahl von die Feststell-
vorrichtungen (V) tragende Schlitten (C) umfasst, die
entlang der Längsrichtung (X) zueinander ausge-
richtet angeordnet und entlang der Längsrichtung
(X) unabhängig voneinander mittels jeweiliger elek-
trischer Antriebsmotoren (M) verschiebbar sind.

5. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass die jedem motorisierten Schlitten (C)
zugeordneten Feststellvorrichtungen (V) aus einer
horizontalen koplanaren Anordnung nach oben ge-
richteter vakuumbetriebener Saugnapfeinheiten (V)
bestehen.

6. Arbeitsstation nach Anspruch 5, dadurch gekenn-
zeichnet, dass die horizontale Arbeitsfläche (3) der
stationären Struktur (2) mit Trage- und Führungse-
lementen (R, CN) in Form von Rollen (R) oder Pols-
tern oder Förderbändern (CN) versehen ist, um eine
Platte (L) während deren Bewegung in der Längs-
richtung auf der Arbeitsfläche (3) zu tragen und zu
führen, und
dass die Saugnapfeinheiten (V) zwischen einer ab-
gesenkten Ruheposition und einer angehobenen
Operationsposition bewegbar sind, in welcher diese
in der Lage sind, in die untere Oberfläche einer Platte
(L) einzugreifen, die auf den Trage- und Führungs-
elementen getragen wird.

7. Arbeitsstation nach Anspruch 6, dadurch gekenn-
zeichnet, dass die motorisierten Schlitten (C) ent-
lang einer Längsrichtung zueinander ausgerichtet
und an einem Seitenabschnitt der horizontalen Ar-
beitsfläche (3) angeordnet sind, und dass die Trage-
und Führungselemente Rollen (R) oder Polster sind,
welche in Längsreihen angeordnet sind, die in Quer-
richtung auf einem gegenüberliegenden Seitenab-
schnitt der horizontalen Arbeitsfläche auf einer Seite
der ausgerichteten Reihe motorisierter Schlitten (C)
voneinander beabstandet sind.

8. Arbeitsstation nach Anspruch 7, dadurch gekenn-
zeichnet, dass jeder der motorisierten Schlitten (C)
Saugnapfeinheiten (V) trägt, die in Längslinien von-
einander beabstandet in einer Querrichtung ange-
ordnet sind, und dass Tragevorrichtungen (15) zwi-
schen den Linien vorgesehen sind, um eine Platte
(L) zu tragen, wobei die Tragevorrichtungen zwi-
schen einer abgesenkten Ruheposition und einer

angehobenen Operationsposition bewegbar sind.

9. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass diese mindestens eine elektronische
Steuerung (E) zur Steuerung elektrischer Antriebs-
motoren (M) umfasst, welche die motorisierten
Schlitten (C) antreiben, und dass die elektronische
Steuerung (E) derart programmiert ist, dass die
Steuerung (E) in einem Vorladeschritt einer Platte
(L) auf die horizontale Arbeitsfläche (3) Informatio-
nen über mindestens einen eine Längsabmessung
der Platte (L) angebenden Parameter empfängt, und
den Vorschub der Schlitten (C) in der Längsrichtung
(X) um entsprechende vorbestimmte Verfahrlängen
steuert, um die Schlitten (C) entlang der Platte (L)
zu verteilen.

10. Arbeitsstation nach Anspruch 9, dadurch gekenn-
zeichnet, dass die elektronische Steuerung derart
programmiert ist, dass:

- in dem Schritt (L) des Plattenladens, nachdem
eine Platte auf der Arbeitsfläche (3) über den
motorisierten Schlitten (C) positioniert wurde,
welche die Saugnapfeinheiten (V) tragen, die
elektronische Steuerung (E) zunächst die Saug-
napfeinheiten (V) mindestens eines ersten
Schlittens (C) aktiviert, der in Bezug auf die üb-
rigen Schlitten weiter vorne in Richtung des Ar-
beitsbereichs (A) angeordnet ist, um die Saug-
napfeinheiten auf der Platte anzugreifen, und
dann den Vorschub des ersten Schlittens (C)
steuert, um den Vorschub der Platte (L) auf der
Arbeitsfläche (3) zu bewirken,
- während und/oder nach der Vorschubbewe-
gung des ersten Schlittens die übrigen Schlitten
veranlasst werden, sich zu den jeweiligen vor-
bestimmten Positionen vorzuschieben, die ent-
lang der Länge der Platte verteilt sind, wobei die
Saugnapfeinheiten (V) jedes der verbleibenden
Schlitten aktiviert und auf der Platte eingerastet
werden, nachdem der jeweilige Schlitten seine
vorgegebene Vorschubposition erreicht hat.

11. Arbeitsstation nach Anspruch 10, dadurch gekenn-
zeichnet, dass die elektronische Steuerung (E) der-
art programmiert ist, dass:

- nach Abschluss des Ladeschritts, wenn die die
Saugnapfeinheiten (V) tragenden motorisierten
Schlitten (C) über die gesamte Länge der Platte
verteilt sind und deren Saugnapfeinheiten akti-
viert sind und an der Platte angreifen, die elek-
tronische Steuerung (E) eine Reihe synchroner
Bewegungen aller Schlitten (C) steuert, um der
Platte (L) die erforderlichen Bewegungen in der
Längsrichtung (X) während der Ausführung ei-
nes Zyklus von Bearbeitungsoperationen an der
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Platte durch den Arbeitskopf (H) zu verleihen.

12. Arbeitsstation nach Anspruch 10, dadurch gekenn-
zeichnet, dass die elektronische Steuerung (E) der-
art programmiert ist, dass:

- in einem finalen Entladeschritt der Platte (L)
von der Arbeitsstation die Saugnapfeinheiten
(V) der motorisierten Schlitten (C), die zuvor
zum Bewegen der Platte (L) in Längsrichtung
(X) verwendet wurden, deaktiviert werden, mit
Ausnahme der Saugnapfeinheiten (V) von min-
destens einem Schlitten (C), die sich bezogen
auf die Plattenvorschubrichtung in der hinters-
ten Position befinden,
- danach ein Vorschub des letzten Schlittens (C)
in Richtung eines Entladebereichs (AF) der Ar-
beitsstation angewiesen wird, um die Platte (L)
in Richtung des Entladebereichs (AF) zu beför-
dern.

13. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass die Arbeitsstation ferner eine
Querpositionslokalisierungsvorrichtung (14) zur Lo-
kalisierung einer Platte (L) in Position auf der Ar-
beitsfläche (3) entlang der Querrichtung (Y) umfasst,
wobei die Querpositionslokalisierungsvorrichtung
(14) eine Längsstange (140) mit Führungselemen-
ten (141) zum Eingriff mit einer Seitenkante der Plat-
te (L) umfasst und gegen die Seitenkante der Platte
(L) in der Querrichtung (Y) verschiebbar ist, wobei
die Arbeitsstation eine elektronische Steuerung (E)
aufweist, die programmiert ist, die Querverschie-
bung der Stange (140) in einem Schritt zu steuern,
in dem eine Platte (L) auf der Arbeitsfläche (3) auf-
genommen wurde und noch nicht von den Feststell-
vorrichtungen (V) eingegriffen wird, um die Platte (L)
quer zu einer genau vorgegebenen Position zu
schieben, in welcher die Stange (140) eine Nulllinie,
oder auch genannt Vertrauenslinie, "faith line", für
den nachfolgenden Vorschub der Platte (L) in der
Arbeitsstation darstellt.

14. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass eine Maschine (70; 72) der Arbeits-
station zum automatischen Laden einer Platte (L)
auf einen Ladebereich (A0) der Arbeitsstation
und/oder zum automatischen Entladen einer Platte
(L) aus einem Entladebereich (AF) der Arbeitsstation
zugeordnet ist.

15. Arbeitsstation nach den Ansprüchen 3 oder 4, da-
durch gekennzeichnet, dass auf der stationären
Struktur (2) der Arbeitsstation mindestens ein Werk-
zeugmagazin (U; U1, U2) getragen wird, das in
Längsrichtung (X) in Bezug auf die stationäre Struk-
tur (2) verschiebbar ist, und dass die Arbeitsstation
mit einer elektronischen Steuerung (E) ausgestattet

ist, die programmiert ist, eine Bewegung des min-
destens einen Werkzeugmagazins (U; U1, U2) in der
Längsrichtung (X) und eine Bewegung des Kopfes
(H) in der Querrichtung (Y) und in der vertikalen Rich-
tung (Z) anzuweisen, um den Arbeitskopf (H) für eine
automatische Werkzeugwechseloperation an dem
Magazin anzuordnen, wobei der Arbeitskopf (H) eine
motorisierte Spindel (8) umfasst, an welche ein Auf-
satzschaft (9) eines Werkzeugs (G) mittels einer
Kupplungsvorrichtung abnehmbar ankoppelbar ist,
die ausgebildet ist, einen automatischen Werkzeug-
wechsel zu ermöglichen.

16. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass diese zwei Arbeitsköpfe (H) und zwei
Reihen motorisierter Schlitten (C) zum gleichzeiti-
gen Zuführen von zwei Platten (L) zu jeweiligen Ar-
beitsbereichen der Arbeitsköpfe (H) umfasst.

17. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass diese ferner einen unteren Kopf (LH)
umfasst, der von der stationären Struktur (2) der Ar-
beitsstation derart getragen wird, dass dieser in der
horizontalen Querrichtung (Y) bewegbar ist und eine
motorisierte Spindel zur Operation eines Werkzeugs
(300) trägt, das vorgesehen ist, auf einer Platte (L)
von der Unterseite der Platte zu operieren.

18. Arbeitsstation nach Anspruch 15, dadurch gekenn-
zeichnet, dass die Struktur des unteren Kopfes (LH)
eine Revolvervorrichtung (30) trägt, die eine stern-
förmige Anordnung von Werkzeugen (300) trägt, wo-
bei die Revolvervorrichtung (30) um eine Achse pa-
rallel zur horizontalen Querrichtung (Y) rotierbar ist,
um ein ausgewähltes Werkzeug in einer Operations-
position anzuordnen.

19. Arbeitsstation nach Anspruch 4, dadurch gekenn-
zeichnet, dass die motorisierten Schlitten (C) je-
weils eine oder mehrere Querreihen von Feststell-
vorrichtungen (V) tragen, wobei die Feststellvorrich-
tungen in Querrichtungen in Bezug auf die Längs-
richtung (X) ausgerichtet sind, und dass jeder Schlit-
ten eine Abmessung in der Längsrichtung (X) auf-
weist, die gleich oder kleiner als die Abmessung der
Längsrichtung (X) der von dem Schlitten getragenen
Feststellvorrichtungen (V) ist.

20. Arbeitsstation nach Anspruch 2, dadurch gekenn-
zeichnet, dass in dem Beladebereich (AO)
und/oder in dem Entladebereich (AF) die horizontale
Arbeitsfläche (3) der stationären Struktur (2) mit ei-
ner Anordnung von Förderbändern (CN) versehen
ist, die parallel und quer zueinander beabstandet
sind, um eine Platte (L) während ihrer Bewegung in
Längsrichtung bei einem Eintritt und/oder Austritt
aus der Arbeitsfläche (3) zu tragen und zu führen,
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dass die Förderbänder (CN) zwischen einer ab-
gesenkten Ruheposition und einer angehobe-
nen Operationsposition bewegbar sind, wobei
diese in der Lage sind, in die untere Oberfläche
einer Platte (L) einzugreifen, um die Platte zu
tragen und die Platte in der Längsrichtung zu
transportieren, und
dass die von den motorisierten Schlitten (C) ge-
tragenen Feststellvorrichtungen Saugnapfein-
heiten (V) sind, die in den Zwischenräumen zwi-
schen den Förderbändern (CN) zwischen einer
abgesenkten Ruheposition und einer angeho-
benen Operationsposition verschoben werden
können, wobei die Saugnapfeinheiten in der La-
ge sind, in die untere Oberfläche einer Platte (L)
einzugreifen, die auf den Förderbändern (CN)
getragen wird.

21. Arbeitsstation nach Anspruch 20, dadurch gekenn-
zeichnet, dass die motorisierten Schlitten (C) ent-
lang einer Längsrichtung zueinander ausgerichtet
sind, und an einem Seitenabschnitt der horizontalen
Arbeitsfläche (3) angeordnet sind, und dass die För-
derbänder (CN) auch einen Seitenabschnitt der ho-
rizontalen Arbeitsfläche neben der ausgerichteten
Reihe motorisierter Schlitten (C) abdecken.

22. Arbeitsstation nach Anspruch 20, dadurch gekenn-
zeichnet, dass jeder der motorisierten Schlitten (C)
in Querrichtung voneinander beabstandete Saug-
napfeinheiten (V) trägt und dass jeder Schlitten mit
Tragevorrichtungen (15) zum Tragen einer Platte (L)
versehen ist, die bewegbar zwischen diesen Saug-
napfeinheiten zwischen einer abgesenkten Ruhepo-
sition und einer angehobenen Operationsposition
ist.

23. Arbeitsstation nach Anspruch 10, dadurch gekenn-
zeichnet, dass die elektronische Steuerung derart
programmiert ist, dass, nachdem die Schlitten (C) in
den jeweiligen vorbestimmten Positionen über die
Länge der Platte verteilt angeordnet wurden, ausge-
wählte Saugnäpfe für ausgewählte Schlitten aktiviert
werden, abhängig von der Form und Größe der zu
bearbeitenden Platte und den an der Platte durch-
zuführenden Operationen.

24. Arbeitsstation nach Anspruch 1, dadurch gekenn-
zeichnet, dass diese zwei untere Köpfe (LH), zwei
obere Köpfe (H) und zwei Reihen motorisierter
Schlitten (C) zum gleichzeitigen Führen von zwei
Platten (L) zu zwei jeweiligen Arbeitsbereichen der
Köpfe (L, LH) umfasst.

25. Verfahren zur Bearbeitung von Glasplatten, Platten
aus Steinmaterial oder Platten aus Kunststoff, um-
fassend:

- Bereitstellen einer Arbeitsstation (1) mit einer
stationären Struktur (2), die eine horizontale Ar-
beitsfläche (3) definiert, einer Vielzahl von Fest-
stellvorrichtungen (V), um eine Platte (L) in einer
horizontalen Position über und in einem Ab-
stand von der horizontalen Arbeitsfläche (3) zu
halten, mindestens einem Arbeitskopf (H), der
in einer erhöhten Position über der horizontalen
Arbeitsfläche (3) getragen wird und zu Relativ-
bewegungen - in Bezug auf eine von den Fest-
stellvorrichtungen (V) gehaltenen Platte (L) - in
einer horizontalen Längsrichtung (X), in einer
horizontalen Querrichtung (Y) senkrecht zu der
Längsrichtung und in einer vertikalen Richtung
(Z) in der Lage ist,
wobei ein oder mehrere motorisierte Schlitten
(C), welche die Vielzahl von Feststellvorrichtun-
gen (V) tragen und in der horizontalen Längs-
richtung (X) in Bezug auf die stationäre Struktur
(2) bewegbar sind, auf der stationären Struktur
(2) der Arbeitsstation angeordnet sind, wobei
die motorisierten Schlitten (C) verwendet wer-
den, eine Platte (L) in der Längsrichtung (X) in
einen Arbeitsbereich (A) während der Ausfüh-
rung eines Arbeitszyklus derart zu bewegen,
dass während der Bearbeitung einer mittels der
Feststellvorrichtungen (V) festgehaltenen Platte
(L) die Relativbewegungen des Arbeitskopfes
(H) in Bezug auf die Platte (L) entlang der Längs-
richtung (X) durch eine Bewegung des einen
oder der mehreren motorisierten Schlitten (C)
erhalten werden,
wobei das Verfahren dadurch gekennzeichnet
ist, dass die motorisierten Schlitten (C) durch
den Arbeitsbereich (A) der Arbeitsstation be-
wegt werden, beginnend an einem ersten En-
dabschnitt der stationären Struktur (2), wobei ei-
ne Platte (L) auf den einen oder die mehreren
motorisierten Schlitten (C), welche die Feststell-
vorrichtungen (V) tragen, bis zu einem zweiten
Endabschnitt der stationären Struktur (2) ladbar
oder von diesen entladbar ist, wobei eine Platte
(L) von dem einen oder den mehreren motori-
sierten Schlitten (C), welche die Feststellvor-
richtungen (V) tragen, entladbar oder auf diesen
ladbar ist, derart, dass die motorisierten Schlit-
ten (C) auch zum Bewegen einer Platte in der
Längsrichtung (X) verwendet werden, um diese
von dem Plattenladebereich (A0) zu dem Ar-
beitsbereich (A) mitzunehmen, und auch eine
Platte in der Längsrichtung (X) zu bewegen, um
diese von dem Plattenarbeitsbereich (A) zu ei-
nem Plattenentladebereich (AF) mitzunehmen.

26. Verfahren nach Anspruch 25, dadurch gekenn-
zeichnet, dass die motorisierten Schlitten (C) ent-
lang einer Längsrichtung (X) zueinander ausgerich-
tet angeordnet und unabhängig voneinander beweg-
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bar sind, und
dass in einem Vorladeschritt einer Platte (L) auf der
horizontalen Arbeitsfläche (3) der Vorschub der
Schlitten (C) in der Längsrichtung (X) über vorbe-
stimmte unabhängige Verfahrlängen gesteuert wird,
um die Schlitten (C) in jeweils vorgeschobenen Po-
sitionen voneinander beabstandet zu verteilen, um
diese über die Länge der Platte zu verteilen, bevor
der Eingriff der Platte durch die von den Schlitten
(C) getragenen Feststellvorrichtungen (V) angewie-
sen wird.

27. Verfahren nach Anspruch 28, dadurch gekenn-
zeichnet, dass nachdem die Schlitten (C) in den
jeweiligen vorgegebenen Positionen über die Länge
der Platte verteilt angeordnet wurden, ausgewählte
Saugnapfeinheiten (V) ausgewählter Schlitten akti-
viert werden, abhängig von der Form und Größe der
zu bearbeitenden Platte und den an der Platte durch-
zuführenden Bearbeitungsoperationen.

28. Verfahren nach Anspruch 25, dadurch gekenn-
zeichnet, dass der eine oder die mehreren motori-
sierten Schlitten, welche die Feststellvorrichtungen
(V) tragen, auch verwendet werden, Abfallteile der
Glasplatten zu tragen, die bei Bearbeitungsoperati-
onen auf den Platten (L) entstehen.

29. Verfahren nach Anspruch 28, dadurch gekenn-
zeichnet, dass die Feststellvorrichtungen (V) Saug-
napfeinheiten (V) sind, welche in ihrer angehobenen
Operationsposition an einem Abfallteil angreifen und
sich dann in ihrer abgesenkte Ruhestellung bewe-
gen, in welcher diese den Abfallteil beabstandet von
dem Arbeitsbereich halten.

30. Verfahren nach Anspruch 25, dadurch gekenn-
zeichnet, dass entlang der Längsrichtung Sensoren
zur Erkennung der Anwesenheit der Platte angeord-
net sind, welche in der Lage sind, die Plattenabmes-
sung in Längsrichtung (X) zu erfassen, um diese In-
formation an die elektronische Steuerung zu kom-
munizieren, um beizutragen, die korrekte Position
der Schlitten (C) zu ermitteln.

31. Verfahren nach Anspruch 25, dadurch gekenn-
zeichnet, dass in dem Arbeitsbereich (A) mindes-
tens ein Sensor angeordnet ist, der in der Lage ist,
eine initiale Position der Platte entlang der Längs-
richtung (X) vor Beginn eines Zyklus von Bearbei-
tungsoperationen zu erfassen.

32. Verfahren nach Anspruch 25, dadurch gekenn-
zeichnet, dass ein automatisches Messsystem die
Abmessungen der Platte in der Vorschubrichtung X
und in den Querrichtungen Y und Z erfasst und die
dabei erfassten Daten an eine zentrale elektronische
Steuerung kommuniziert.

33. Verfahren nach Anspruch 33, dadurch gekenn-
zeichnet, dass der Sensor, der in der Lage ist, die
initiale Position der Platte entlang der Längsrichtung
zu erfassen, mit einem Abschnitt der Platte zusam-
menwirkt, der ausreichend weit von einer Kante zwi-
schen der unteren Oberfläche der Platte und einer
vertikalen Seitenfläche der Platte entfernt liegt, um
eine Erkennung von Metallausschuss zu vermeiden,
der nach vorherigen Schneidvorgängen auf der Plat-
te vorhanden ist, wobei der Sensor ausgebildet und
angeordnet ist, mit einem oberen Teil der Dicke der
zu bearbeitenden Platte (L) zusammenzuwirken.

Revendications

1. Centre de travail à contrôle électronique pour traiter
des plaques de verre, des plaques de pierre ou des
plaques de matériau synthétique, comprenant :

une structure fixe (2) définissant une surface de
travail horizontale (3),
une pluralité de dispositifs de blocage (V) pour
retenir une plaque (L) dans une position hori-
zontale au-dessus et à une distance de la sur-
face de travail horizontale (3),
au moins une tête de travail (H) portée dans une
position élevée au-dessus de la surface de tra-
vail horizontale (3) et pouvant réaliser des mou-
vement relatifs - par rapport à une plaque (L)
retenue par lesdits dispositifs de blocage (V) -
dans une direction horizontale longitudinale (X),
dans une direction horizontale transversale (Y)
perpendiculaire à la direction longitudinale et
dans une direction verticale (Z),
dans lequel ladite pluralité de dispositifs de blo-
cage (V) est portée par un ou plusieurs chariots
motorisés (C), mobiles le long de ladite direction
horizontale longitudinale (X) par rapport à ladite
structure fixe, et
un organe de contrôle électronique programmé
pour contrôler le mouvement desdits chariots
motorisés (C) portant les dispositifs de blocage
(V) dans ladite direction longitudinale (X), afin
de déplacer une plaque (L) dans la direction lon-
gitudinale (X) dans une zone de travail (A), pen-
dant l’exécution d’un cycle de travail, de sorte
que pendant le traitement d’une plaque (L) re-
tenue au moyen desdits dispositifs de verrouilla-
ge (V), les mouvements relatifs de la tête de
travail (H) par rapport à la plaque (L) le long de
ladite direction longitudinale (X) sont obtenus au
moyen d’un mouvement desdits un ou plusieurs
chariots motorisés (C),
ledit centre de travail étant caractérisé en ce
que ledit organe de contrôle électronique est
programmé pour déplacer lesdits chariots mo-
torisés (C) à travers ladite zone de travail (A)
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dudit centre de travail, à partir d’une première
partie d’extrémité de ladite structure fixe (2),
dans lequel une plaque (L) peut être chargée
sur ou déchargée desdits un ou plusieurs cha-
riots motorisés (C) portant les dispositifs de blo-
cage (V), jusqu’à une deuxième partie d’extré-
mité de ladite structure fixe (2), dans lequel une
plaque (L) peut être déchargée de ou chargée
sur lesdits un ou plusieurs chariots motorisés
(C) portant les dispositifs de blocage (V),
de sorte que lesdits chariots motorisés (C) sont
utilisés également pour déplacer une plaque
dans la direction longitudinale (X) afin de la pren-
dre de la zone de chargement de plaque (A0) à
la zone de travail (A),
et également pour déplacer une plaque dans la
direction longitudinale (X) afin de la prendre de
la zone de travail de plaque (A0) à la zone de
déchargement de plaque (A).

2. Centre de travail selon la revendication 1, caracté-
risé en ce que ladite tête de travail (H) est montée
de manière verticalement mobile sur un chariot (6)
qui est - à son tour - horizontalement mobile dans la
direction horizontale transversale (Y) mentionnée
précédemment sur une traverse en forme de pont
(4), ayant des extrémités opposées supportées par
ladite structure fixe (2) dans une position élevée au-
dessus de la surface de travail horizontale (3).

3. Centre de travail selon la revendication 2, caracté-
risé en ce que ladite traverse en forme de pont (4)
est rigidement raccordée à la structure fixe (2).

4. Centre de travail selon la revendication 1, caracté-
risé en ce qu’il comprend une pluralité de chariots
(C) portant les dispositifs de blocage (V) agencés
alignés les uns par rapport aux autres le long de
ladite direction longitudinale (X) et pouvant être dé-
placés indépendamment les uns des autres le long
de ladite direction longitudinale (X), au moyen de
moteurs d’entraînement électriques (M) respectifs.

5. Centre de travail selon la revendication 1, caracté-
risé en ce que les dispositifs de blocage (V) asso-
ciés à chaque chariot motorisé (C) se composent
d’une rangée coplanaire horizontale d’unités à ven-
touse (V) tournées vers le haut, pouvant être action-
nées sous vide.

6. Centre de travail selon la revendication 5, caracté-
risé en ce que la surface de travail horizontale (3)
de ladite structure fixe (2) est prévue avec des élé-
ments de support et de guide (R, CN), en forme de
rouleaux (R) ou de patins ou de courroies transpor-
teuses (CN), pour supporter et guider une plaque (L)
pendant son mouvement dans la direction longitudi-
nale sur la surface de travail (3), et

en ce que les unités à ventouse (V) sont mobiles
entre une position de repos abaissée et une position
opérationnelle levée, dans lequel elles sont en me-
sure de mettre en prise la surface inférieure d’une
plaque (L) supportée sur lesdits éléments de support
et de guide.

7. Centre de travail selon la revendication 6, caracté-
risé en ce que lesdits chariots motorisés (C) sont
alignés les uns par rapport aux autres le long d’une
direction longitudinale et sont agencés sur une partie
latérale de ladite surface de travail horizontale (3) et
en ce que lesdits éléments de support et de guide
sont des rouleaux (R) ou des patins agencés dans
des rangées longitudinales qui sont mutuellement
espacées dans la direction transversale, sur une par-
tie latérale opposée de ladite surface de travail ho-
rizontale, sur un côté de la série alignée de chariots
motorisés (C).

8. Centre de travail selon la revendication 7, caracté-
risé en ce que chacun desdits chariot motorisés (C)
porte des unités à ventouse (V) agencées en lignes
longitudinales mutuellement espacées les unes des
autres dans une direction transversale et en ce que
des dispositifs de support (15) sont prévus entre les-
dites lignes, pour supporter une plaque (L), lesdits
dispositifs de support étant mobiles entre une posi-
tion de repos abaissée et une position opérationnelle
levée.

9. Centre de travail selon la revendication 1, caracté-
risé en ce qu’il comprend au moins un organe de
contrôle électronique (E) pour contrôler les moteurs
d’entraînement électriques (M) entraînant les cha-
riots motorisés (C) mentionnés précédemment, et
en ce que ledit organe de contrôle électronique (E)
est programmé de sorte que, dans une étape préli-
minaire de chargement d’une plaque (L) sur la sur-
face de travail horizontale (3), l’organe de contrôle
(E) reçoit une information sur au moins un paramètre
indiquant une dimension longitudinale de la plaque
(L) et contrôle l’avancement desdits chariots (C)
dans ladite direction longitudinale (X) par des lon-
gueurs de déplacement prédéterminées respecti-
ves, afin de répartir les chariots (C) le long de la
plaque (L).

10. Centre de travail selon la revendication 9, caracté-
risé en ce que ledit organe de contrôle électronique
est programmé de sorte que :

dans ladite étape de chargement de plaque (L),
après qu’une plaque a été positionnée sur la sur-
face de travail (3) au-dessus desdits chariots
motorisés (C) portant les unités à ventouse (V),
l’organe de contrôle électronique (E) active ini-
tialement les unités à ventouse (V) d’au moins
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un premier chariot (C) qui est positionné plus en
avant dans la direction de la zone de travail (A)
par rapport aux chariots résiduels, afin de mettre
en prise lesdites unités à ventouse sur la plaque,
et ensuite contrôler l’avancement dudit premier
chariot (C), pour provoquer l’avancement de la
plaque (L) sur la surface de travail (3),
pendant et/ou après ledit mouvement d’avance-
ment du premier chariot, les chariots résiduels
sont faits pour avancer dans les positions pré-
déterminées respectives mentionnées précé-
demment, réparties le long de la longueur de la
plaque, les unités à ventouse (V) de chacun des-
dits chariots résiduels étant activées et mises
en prise sur la plaque après que le chariot res-
pectif a atteint sa position avancée prédétermi-
née.

11. Centre de travail selon la revendication 10, carac-
térisé en ce que ledit organe de contrôle électroni-
que (E) est programmé de sorte que :
après l’achèvement de ladite étape de chargement,
lorsque les chariots motorisés (C) portant les unités
à ventouse (V) ont été répartis le long de la longueur
de la plaque et ont leurs unités à ventouse activées
et en mise en prise sur la plaque, l’organe de contrôle
électronique (E) contrôle une série de mouvements
synchrones de tous les chariots (C) pour communi-
quer à la plaque (L) les mouvements nécessaires
dans la direction longitudinale (X) mentionnée pré-
cédemment pendant l’exécution d’un cycle d’opéra-
tions de traitement sur la plaque de la part de ladite
tête de travail (H).

12. Centre de travail selon la revendication 10, carac-
térisé en ce que ledit organe de contrôle électroni-
que (E) est programmé de sorte que :

dans une étape finale de déchargement de la
plaque (L) du centre de travail, les unités à ven-
touse (V) des chariots motorisés (C) précédem-
ment utilisés pour déplacer la plaque (L) dans
la direction longitudinale (X) sont désactivées,
à l’exception des unités à ventouse (V) d’au
moins un chariot (C), situé dans la position la
plus en arrière, en référence à la direction
d’avancement de la plaque,
après quoi, un avancement dudit dernier chariot
(C) est commandé dans la direction d’une zone
de déchargement (AF) du centre de travail, afin
d’alimenter la plaque (L) vers ladite zone de dé-
chargement (AF).

13. Centre de travail selon la revendication 1, caracté-
risé en ce que ledit centre de travail comprend en
outre un dispositif de localisation de position trans-
versale (14) pour localiser une plaque (L) en position
sur la surface de travail (3) le long de la direction

transversale (Y), ledit dispositif de localisation de po-
sition transversale de plaque (14) comprenant une
barre longitudinale (140) ayant des éléments de gui-
de (141) pour se mettre en prise avec un bord latéral
de la plaque (L), et déplaçables contre ledit bord la-
téral de la plaque (L) dans la direction transversale
(Y) mentionnée précédemment, ledit centre de tra-
vail ayant un organe de contrôle électronique (E) pro-
grammé pour actionner le déplacement transversal
de ladite barre (140) à une étape dans laquelle la
plaque (L) a été reçue sur la surface de travail (3) et
n’est pas encore mise en prise par lesdits dispositifs
de blocage (V) afin de pousser transversalement la
plaque (L) dans une position strictement prédéter-
minée, dans laquelle ladite barre (140) constitue une
ligne de référence ou également désignée par le ter-
me de ligne de foi, pour l’avancement successif de
la plaque (L) dans le centre de travail.

14. Centre de travail selon la revendication 1, caracté-
risé en ce qu’une machine (70 ; 72) est associée
audit centre de travail pour charger automatique-
ment une plaque (L) sur une zone de chargement
(A0) du centre de travail et/ou pour décharger auto-
matiquement une plaque (L) d’une zone de déchar-
gement (AF) du centre de travail.

15. Centre de travail selon les revendications 3 ou 4,
caractérisé en ce que sur la structure fixe (2) du
centre de travail, est supporté au moins un magasin
d’outils (U ; U1, U2) qui est déplaçable dans la di-
rection longitudinale (X) par rapport à ladite structure
fixe (2) et en ce que le centre de travail est équipé
avec un organe de contrôle électronique (E) pro-
grammé pour commander un mouvement dudit au
moins un magasin d’outils (U ; U1, U2) dans la di-
rection longitudinale (X) et un mouvement de ladite
tête (H) dans la direction transversale (Y) et dans la
direction verticale (Z) afin d’agencer la tête de travail
(H) au niveau du magasin pour permettre une opé-
ration automatique de changement d’outil, ladite tête
de travail (H) comprenant une broche motorisée (8)
à laquelle une queue de fixation (9) d’un outil (G)
peut être couplée de manière amovible, au moyen
d’un dispositif de couplage configuré pour permettre
un remplacement automatique de l’outil.

16. Centre de travail selon la revendication 1, caracté-
risé en ce qu’il comprend deux têtes de travail (H)
et deux séries de chariots motorisés (C) pour alimen-
ter simultanément deux plaques (L) vers des zones
de travail respectives desdites têtes de travail (H).

17. Centre de travail selon la revendication 1, caracté-
risé en ce qu’il comprend en outre une tête inférieu-
re (LH) supportée par la structure fixe (2) du centre
de travail afin d’être mobile dans la direction hori-
zontale transversale (Y) mentionnée précédemment
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et portant une broche motorisée pour actionner un
outil (300) prévu pour fonctionner sur une plaque (L)
à partir du côté inférieur de la plaque.

18. Centre de travail selon la revendication 15, carac-
térisé en ce que la structure de ladite tête inférieure
(LH) porte un dispositif à revolver (30) qui supporte
un agencement d’outils en forme d’étoile (300), ledit
dispositif à revolver (30) pouvant tourner autour d’un
axe parallèle à ladite direction horizontale transver-
sale (Y) pour agencer un outil sélectionné dans une
position de travail opérationnelle.

19. Centre de travail selon la revendication 4, caracté-
risé en ce que lesdits chariots motorisés (C) portent
chacun une ou plusieurs rangées transversales de
dispositifs de blocage (V), les dispositifs de blocage
étant alignés dans des directions transversales par
rapport à ladite direction longitudinale (X) et en ce
que chaque chariot a une dimension dans la direc-
tion longitudinale (X) égale ou inférieure à la dimen-
sion dans la direction longitudinale (X) mentionnée
précédemment des dispositifs de blocage (V) portés
par ledit chariot.

20. Centre de travail selon la revendication 2, caracté-
risé en ce que dans ladite zone de chargement (AO)
et/ou dans ladite zone de déchargement (AF), la sur-
face de travail horizontale (3) de ladite structure fixe
(2) est prévue avec une rangée de courroies trans-
porteuses (CN) parallèles et transversalement es-
pacées les unes des autres, pour supporter et guider
une plaque (L) pendant son mouvement dans la di-
rection longitudinale en entrée et/ou en sortie de la
surface de travail (3),

en ce que lesdites courroies transporteuses
(CN) sont mobiles entre une position de repos
abaissée et une position opérationnelle levée,
dans lequel elles sont en mesure de mettre en
prise la surface inférieure d’une plaque (L) afin
de supporter la plaque et transférer la plaque
dans la direction longitudinale, et
en ce que les dispositifs de blocage portés par
les chariots motorisés (C) sont des unités à ven-
touse (V) qui peuvent être déplacées dans les
espaces entre les courroies transporteuses
(CN) entre une position de repos abaissée et
une position opérationnelle levée, dans lequel
les unités à ventouse sont en mesure de mettre
en prise la surface inférieure d’une plaque (L)
supportée sur lesdites courroies transporteuses
(CN).

21. Centre de travail selon la revendication 20, carac-
térisé en ce que lesdits chariots motorisés (C) sont
alignés entre eux le long d’une direction longitudina-
le, et sont agencés sur une partie latérale de ladite

surface de travail horizontale (3) et en ce que les-
dites courroies transporteuses (CN) couvrent éga-
lement une partie latérale de ladite surface de travail
horizontale à côté de la série alignée de chariots
motorisés (C).

22. Centre de travail selon la revendication 20, carac-
térisé en ce que chacun desdits chariots motorisés
(C) porte des unités à ventouse (V) transversalement
espacées les unes des autres et en ce que chaque
chariot est prévu avec des dispositifs de support (15)
pour supporter une plaque (L), mobile entre des uni-
tés à ventouse entre une position de repos abaissée
et une position opérationnelle levée.

23. Centre de travail selon la revendication 10, carac-
térisé en ce que ledit organe de contrôle électroni-
que est programmé de sorte qu’après que les cha-
riots (C) ont été agencés dans les positions prédé-
terminées respectives mentionnées précédemment,
réparties le long de la longueur de la plaque, des
unités à ventouse (V) sélectionnées sont activées
pour des chariots sélectionnés, en fonction de la for-
me et de la taille de la plaque à traiter et des opéra-
tions à réaliser sur la plaque.

24. Centre de travail selon la revendication 1, caracté-
risé en ce qu’il comprend deux têtes inférieures
(LH), deux têtes supérieures (H) et deux séries de
chariots motorisés (C) pour alimenter simultanément
deux plaques (L) vers deux zones respectives de
travail desdites têtes (L, LH).

25. Procédé pour traiter des plaques de verre, des pla-
ques de pierre ou des plaques de matériau synthé-
tique, comprenant le fait de :

prévoir un centre de travail (1) avec une struc-
ture fixe (2), définissant une surface de travail
horizontale (3), une pluralité de dispositifs de
blocage (V) pour retenir une plaque (L) dans une
position horizontale au-dessus et à une distance
de la surface de travail horizontale (3), au moins
une tête de travail (H) portée dans une position
élevée au-dessus de la surface de travail hori-
zontale (3) et pouvant réaliser des mouvements
relatifs - par rapport à une plaque (L) retenue
par lesdits dispositifs de blocage (V) - dans une
direction horizontale longitudinale (X), dans une
direction horizontale transversale (Y) orthogo-
nale à la direction longitudinale, et dans une di-
rection verticale (Z),
dans lequel un ou plusieurs chariots motorisés
(C) portant ladite pluralité de dispositifs de blo-
cage (V) et mobiles dans la direction horizontale
longitudinale (X) mentionnée précédemment
par rapport à ladite structure fixe (2) sont agen-
cés sur la structure fixe (2) du centre de travail,
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lesdits chariots motorisés (C) étant utilisés pour
déplacer une plaque (L) dans la direction longi-
tudinale (X) dans une zone de travail (A), pen-
dant l’exécution d’un cycle de travail, de sorte
que pendant le traitement d’une plaque (L) re-
tenue au moyen desdits dispositifs de blocage
(V), les mouvements relatifs de la tête de travail
(H) par rapport à la plaque (L) le long de ladite
direction longitudinale (X) sont obtenus au
moyen d’un mouvement desdits un ou plusieurs
chariots motorisés (C),
ledit procédé étant caractérisé en ce que les-
dits chariots motorisés (C) sont déplacés à tra-
vers ladite zone de travail (A) dudit centre de
travail, à partir d’une première partie d’extrémité
de ladite structure fixe (2), dans lequel une pla-
que (L) peut être chargée sur ou déchargée des-
dits un ou plusieurs chariots motorisés (C) por-
tant les dispositifs de blocage (V), jusqu’à une
deuxième partie d’extrémité de ladite structure
fixe (2), dans lequel une plaque (L) peut être
déchargée ou chargée sur lesdits un ou plu-
sieurs chariots motorisés (C) portant les dispo-
sitifs de blocage (V), de sorte que lesdits cha-
riots motorisés (C) sont également utilisés pour
déplacer également une plaque dans la direc-
tion longitudinale (X) afin de la prendre de la
zone de chargement de plaque (A0) jusqu’à la
zone de travail (A) et également pour déplacer
une plaque dans la direction longitudinale (X)
afin de la prendre de la zone de travail de plaque
(A) jusqu’à une zone de décharge de plaque
(AF).

26. Procédé selon la revendication 25, caractérisé en
ce que lesdits chariots motorisés (C) sont agencés
alignés les uns par rapport aux autres le long d’une
direction longitudinale (X) et sont mobiles indépen-
damment les uns des autres, et
en ce que dans une étape préliminaire de charge-
ment d’une plaque (L) sur la surface de travail hori-
zontale, l’avancement desdits chariots (C) dans la-
dite direction longitudinale (X) est contrôlé par le
biais de longueurs de déplacement indépendantes
prédéterminées, afin de répartir les chariots (C) dans
des positions avancées respectives espacées les
unes des autre, afin de les répartir le long de la lon-
gueur de la plaque, avant de commander la mise en
prise de la plaque par les dispositifs de blocage (V)
portés par lesdits chariots (C).

27. Procédé selon la revendication 28, caractérisé en
ce qu’après que les chariots (C) ont été agencés
dans les positions prédéterminées respectives men-
tionnées précédemment, réparties le long de la lon-
gueur de la plaque, des unités à ventouse (V) sélec-
tionnées des chariots sélectionnés sont activées, en
fonction de la forme et de la taille de la plaque à

traiter et des opérations de traitement à réaliser sur
la plaque.

28. Procédé selon la revendication 25, caractérisé en
ce que lesdits un ou plusieurs chariots motorisés
portant les dispositifs de blocage (V) sont également
utilisés pour supporter des parties de déchet des pla-
ques de verre résultant des opérations de traitement
sur les plaques (L).

29. Procédé selon la revendication 28, caractérisé en
ce que lesdits dispositifs de blocage (V) sont des
unités à ventouse (V), qui mettent en prise une partie
de déchet dans leur position opérationnelle levée et
se déplacent ensuite dans leur position de repos
abaissée, dans lequel ils maintiennent la partie de
déchet espacée de la zone de travail.

30. Procédé selon la revendication 25, caractérisé en
ce que des capteurs sont agencés le long de la di-
rection longitudinale pour détecter la présence de la
plaque, capables de détecter la dimension de la pla-
que dans la direction longitudinale (X) afin de com-
muniquer cette information à l’organe de contrôle
électronique, pour aider à déterminer la position cor-
recte des chariots (C).

31. Procédé selon la revendication 25, caractérisé en
ce qu’au moins un capteur est agencé dans la zone
de travail (A) qui peut détecter une position initiale
de la plaque le long de la direction longitudinale (X),
avant le début d’un cycle d’opérations de traitement.

32. Procédé selon la revendication 25, caractérisé en
ce qu’un système automatique de mesure détecte
les dimensions de la plaque dans une direction
d’avancement X et dans les directions transversales
Y et Z, et communique les données collectées ainsi
à un organe de contrôle électronique central.

33. Procédé selon la revendication 33, caractérisé en
ce que le capteur pouvant détecter la position initiale
de la plaque le long de la direction longitudinale coo-
père avec une partie de la plaque située suffisam-
ment loin d’un bord entre la surface inférieure de
plaque et une surface latérale verticale de la plaque,
afin d’éviter la détection de résidus métalliques pré-
sents sur la plaque suite aux précédents traitements
de coupe, ledit capteur étant configuré et agencé
pour coopérer avec une partie supérieure de l’épais-
seur de la plaque qui est traitée (L).
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