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Description

A method in continuous reel-up of a paper web, and a
reel-up

[0001] The invention relates to a method according to
the preamble of claim 1 in continuous reeling up of a
paper web.
[0002] There are various prior art methods for con-
ducting the reeling up process. As an example of this
state of the art reference is made to the publication EP-
697006, which discloses a reeling up method, in which
a paper web is guided from a stationary creasing roll
directly to the reeling cylinder establishing a nip contact,
from the surface of which the paper web is transferred
directly to the paper reel to be formed on a reeling core.
The location of the nip contact on the periphery of the
paper reel that is being formed is altered in such a man-
ner that at the final stage of the formation of the paper
reel the reeling cylinder is capable of receiving a new
reeling core on its outer periphery, positioning itself un-
derneath the reeling core. The reel change takes place
by means of a separate device arranged for this pur-
pose, which moves with respect to the machine frame.
[0003] In the reeling up processes the web speeds are
constantly increased. Thus, for example the method in
the reeling up disclosed in the publication EP-697006 is
disadvantageous especially in view of the overall control
of the reeling up of the paper web.
[0004] Document US-A-5 150 850 discloses a winder
which does not operate continuously and has a different
purpose than the reel up of EP-697006.
[0005] It is an aim of the present invention to introduce
a method by means of which it is possible to attain con-
siderable advantages in continuous reeling up of a pa-
per web at high web speeds, thus enhancing the state
of art prevailing in the field. To attain these purposes,
the method according to the invention is primarily char-
acterized in that

- the paper web is brought to the formation of the pa-
per reel by using a closed supporting belt rotation,
on the outer surface of the supporting belt rotation,

- the paper web is transferred from the outer surface
of the supporting belt rotation directly to the paper
reel to be formed on a reeling core,

- a first nip contact is maintained substantially at that
point of the supporting belt rotation in which the pa-
per web is transferred to the paper reel that is being
formed,

- in addition to the first nip contact, the paper reel that
is being formed is affected with at least one, second
nip contact, and

- the fulcrums of the reeling cores remain substan-
tially stationary with respect to a supporting frame
during the reeling up process.

[0006] By means of the above-presented solution it is

possible to gain such an advantage that at high web
speeds, first of all, the transfer of the paper web to the
paper reels can be conducted in a controlled manner,
wherein by means of the nip contact maintained at this
point, it is possible to perform measures affecting the
formation of the paper reel in the nip contact, and sec-
ondly, it is then possible to utilize the second nip contact
to produce other control variables important for the for-
mation of the paper reel.
[0007] The appended dependent claims relating to
the method present some preferred embodiments of the
method.
[0008] The invention also relates to a reel-up accord-
ing to the preamble of the independent claim relating to
the reel-up. By means of the reel-up it is possible to at-
tain the advantages according to the method, wherein
the reel-up is primarily characterized in that the reel-up
comprises:

- a supporting frame on which the fulcrum of the reel-
ing core is arranged to remain substantially station-
ary,

- a closed supporting belt rotation, which is arranged
to transfer the paper web to the formation of the pa-
per reel on the outer surface of the supporting belt
rotation, and from the outer surface directly to the
paper reel to be formed on the reeling core,

- a first nip contact substantially at that point of the
supporting belt rotation in which the paper web is
transferred to the paper reel to be formed, and

- at least one second nip contact in addition to the
first nip contact.

[0009] The appended dependent claims relating to
the reel-up present some advantageous embodiments
of the reel-up.
[0010] As for the terminology used in this description,
the following remarks are made

- "passing" refers in this description to the process in
which the cut end of the paper web is transferred
past the outer periphery of the paper reel, advanta-
geously also in such a manner that it touches the
full paper reel substantially tangentially in the be-
ginning of the reel change situation,

- "reeling core" refers in this description both to the
material reeling core and to a non-material reeling
core, i.e. the initial fulcrum of the reeling up process
in which the paper web begins to be wound on the
reel,

- "supporting belt" or "supporting belt rotation" refers
in this description to such a substructure which is
as wide as the paper web and enables the act of
supporting the paper web and the transfers of the
cut end,
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- "machine direction" refers in this description to the
longitudinal direction of the paper web, and

- "threading" refers in this description to the cutting
of the paper web implemented as diagonal cutting
as well as to the cutting of the paper web implement-
ed in full-width, and the guiding of the web forward
in the reel change situation.

[0011] The method and reel-up according to the in-
vention will be illustrated in more detail in the following
description, in which reference is made to the embodi-
ments shown in the appended drawings. In the drawings

Figs. 1a to d show a schematical side-view of a first
basic embodiment of the reel-up in-
tended for applying the method ac-
cording to the invention, and the stag-
es (a to d) of the reel change imple-
mented by means of the same,

Figs. 2a to f show a top view of certain stages (a to
f) of the first embodiment according to
Figs. 1 to 4,

Fig. 3 shows a shematical side-view of a
reeling carriage used in connection
with the first basic embodiment of the
reel-up according to the invention,

Fig. 4 shows the actuators located in con-
nection with the reeling carriage, seen
in the direction IV of Fig. 3,

Fig. 5 shows a schematical side-view of the
overall function of a second basic ap-
plication,

Figs. 6a to 6d show a schematical side-view of the
function of the second basic applica-
tion of the reel-up according to the in-
vention in a phase diagram (a to d),
and

Figs. 7a to 7c show a top-view of the function of the
second embodiment according to Fig.
5 in stages (a to c) in a smaller scale,
and

Fig. 8 shows a side-view of the general prin-
ciple of the method according to the in-
vention.

[0012] Fig. 8 shows a side-view of the general princi-
ple of the method according to the invention. A closed
supporting belt rotation 1 (will be described in more de-
tail hereinbelow) brings the paper web PR on the outer
surface of a paper reel R, wherein the paper web is

transferred from the outer surface of the supporting belt
rotation directly to the paper reel R to be formed on a
reeling core 6. At that point in which the paper web is
transferred from the outer surface of the supporting belt
rotation 1 to the paper reel R, a first nip contact SN is
established. The reeling core 6 is stationary with respect
to the machine frame, wherein the supporting belt rota-
tion 1 and the first nip contact SN therein are transferred
substantially upwards in the direction of arrow Y when
the diameter of the paper reel R grows. According to the
invention. there is at least one second nip contact PN
within a distance from the first nip contact SN in the trav-
el direction of the paper web. When the size of the paper
reel R grows, the second nip contact PN is also trans-
ferred away from the reeling core which is stationary
with respect to the machine frame. Thus, according to
the method and reel-up according to the invention, the
transfer direction can be either directly downwards in ac-
cordance with arrow A, or as a combination with the
downward directed movement of the arrow, horizontally
in the direction of arrow V, wherein the combined effect
of the aforementioned movements is directed as a re-
sultant R diagonally downwards. The location of the sec-
ond nip contact PN can vary ±60° from the vertical line
running via the centre of the reeling core 6, wherein the
±60° angular point of the angles opening downwards is
located in the fulcrum RYK of the reeling core. The sec-
ond nip contact PN is advantageously arranged to affect
the paper reel R that is being formed, both in the direc-
tion of the periphery and the radius of the paper reel,
wherein on the periphery of the paper reel R that is being
formed, the second nip contact PN covers more than
2% of the outer surface of the paper reel R that is being
formed in the direction of the periphery of the paper reel
R.
[0013] The first nip contact SN is a so-called second-
ary nip contact, the purpose of which is to minimize the
access of air between the layers of paper formed on the
paper reel R and to ensure the quality of the paper reel
that is being formed. The second nip contact PN, in turn,
is intended as a so-called primary nip contact, the pur-
pose of which is to control the formation of the paper
reel R. The contact force of the second PN or so-called
primary nip contact in the direction of the radius of the
paper reel R is effected in such a manner that a vertical
component A of the contact force constitutes at least half
of the total magnitude of the contact force.
[0014] With reference to Figs. 1a to d, the reel-up
comprises a closed supporting belt rotation 1 function-
ing as a guiding means for the paper web, which sup-
porting belt rotation 1 is established by means of guiding
reels 2a, via which the endless supporting belt 1 a ro-
tates. The supporting belt rotation 1 is connected to the
end of the drying section, from which the paper web is
passed on top of the supporting belt rotation to be guid-
ed to the reeling up stage. Inside the supporting belt ro-
tation there is a reel change threading apparatus 4 that
forms a continuous surface, the function of the appara-
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tus for the part of certain operations being described in
more detail hereinbelow. The ends of the reel change
threading apparatus 4 are provided with reels 2a, 2b
participating in the guidance of the travel of the support-
ing belt rotation 1 and belonging to the means for estab-
lishing a nip contact, especially to the means for estab-
lishing a so-called secondary nip contact, i.e. the reel
2a constitutes a first nip member part and the reel 2b a
second nip member part. Furthermore, the end of the
supporting belt loop 1 accommodating the first nip mem-
ber part 2a is provided with means for cutting the end of
the paper web, i.e. a cutting device 5. In the first embod-
iment of the reel-up according to Figs. 1a to d, the paper
web rotates counterclockwise in accordance with arrow
K to the reeling cores 6 and 7, first passing the reel
change threading apparatus 4 in the machine direction
on top of the supporting belt loop 1, in a substantially
horizontal position, travelling away from the end of the
drying section 3 and turning towards the drying section
3 at the location of the cutting device and further to the
reeling core 6 or 7 in question.
[0015] The first basic embodiment of the invention is
characterized in that two sets of reeling cores - a first
and a second reeling core set - are established. In Figs
1a to d, the reference numeral 6 represents a reeling
core belonging to the first reeling core set, and the ref-
erence numeral 7 represents a reeling core belonging
to the second reeling core set. The reeling cores 6 and
7, which are located in the reeling up station, are placed
successively on the same horizontal level in the ma-
chine direction, within a horizontal distance from each
other in such a way that their central axles are parallel
to each other. In the vertical direction, the central axles
of the reeling cores 6 and 7 are substantially located by
the first 2a and second nip member part 2a, respectively.
The reeling cores 6 and 7 are supported from under-
neath by means of nip member parts 8 and 9 (the refer-
ence numeral 8 indicating a third nip member part and
the reference numeral 9 a fourth nip member part) for
establishing a so-called primary nip contact, which nip
member parts belong to the means for establishing a
nip contact. During the reeling up process, the fulcrums
of the rotating motion of the reeling cores 6, 7 are sub-
stantially stationary with respect to the frame structure
of the reel-ups.
[0016] Thus, the first 2a and the second 2b nip mem-
ber part are intended for establishing a so-called sec-
ondary nip contact to ensure the quality of the paper reel
that is being formed, e.g. to prevent the access of air
between the paper layers. The third 8 and the fourth nip
member part 9, in turn, are intended for establishing a
so-called primary nip contact, i.e. to control the forma-
tion of the paper reel, in other words the primary nip con-
tact is utilized to attain a paper reel of desired quality.
The nip member parts 8, 9 establishing the first or pri-
mary nip contact are located below the central axle of
the reeling core 6. 7 of the paper reel that is being
formed, and the nip member parts 2a, 2b establishing

the second or secondary nip contact, as well as said at
least part of the reel change threading apparatus 4, are
placed above the fulcrum of the reeling core 6,7 of the
paper reel that is being formed.
[0017] Fig. 1 a shows a situation in which the filling of
the reeling core 6 (reel RA) belonging to the first reeling
core set is started after the reeling core 7 belonging to
the second reeling core set has become full, by guiding
the end of the paper web cut by means of the cutting
device 5 directly to the reeling core 6. The reeling up
process to the reeling core 6 has proceeded so far that
the preceding full paper reel has been removed and a
new reeling core 7 belonging to the second reeling core
set has been brought to the change station.
[0018] The fulcrum of the reeling cores 6 and 7 re-
mains substantially stationary with respect to the ma-
chine frame during the reeling up process, and the third
nip member part 8 is transferred downward in the direc-
tion of the arrow P1 (Fig. 1 b) so that it maintains the nip
contact when the size of the paper reel grows. The sec-
ondary nip contact is maintained by the first nip member
part 2a. This stage is illustrated in Fig. 1b. According to
Fig 1c, the paper reel R1 which is formed on the first
reeling core 6 has become full, and the reel change
threading (the end KP of the cut paper web) has to be
conducted by means of the reel change threading ap-
paratus 4 to the reeling core 7 belonging to the second
reeling core set, passing the full paper reel R1 formed
on the reeling core 6 belonging to the first reeling core
set in the machine direction (the end of the paper web
remaining on the paper reel R1 being indicated by the
letters KV). According to Fig. 1d, the reel change thread-
ing apparatus 4 is detached from the full reel R1 when
the reeling of the paper reel to be formed on the reeling
core 7 has begun (reel RA) and the full paper reel R1 is
ready to be removed after a stoppage.
[0019] As can be seen in the embodiment according
to Figs 1a to d, the threading unit PV which contains a
reel change threading apparatus 4, a first nip member
part 2a, a second nip member part 2b and a cutting de-
vice 5 for paper web, is transferred vertically during the
reeling up process. The end of the threading unit PV ac-
commodating the first nip member part 2a is transferred
upward when the formation of the paper reel proceeds,
and in a corresponding manner, of course, the end of
the threading unit PV at the location of the second reel-
ing core 7 is transferred downward towards the reeling
core which is to filled at the next stage (cf. arrow P2 in
Fig. 1a) from a position in which it was when the pre-
ceding paper reel formed on the reeling core belonging
to the second reeling core set became full and it was
removed from the reeling up station (the position TR1
of the second nip member part 2b in Fig. 1 a). The
threading unit PV operates in a corresponding manner,
but with the opposite direction of motion, in the reeling
up process of a paper reel formed on the second reeling
core 7 (i.e. when shifting from the stage according to
Fig. 1d to the stage according to Fig. 1a). The first nip
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member part 2a is in a position TR2 corresponding to
the removal of the full reel R1, from which it is transferred
downward (arrow P4) into a nip contact with the reeling
core 6.
[0020] The third and the fourth nip member part 8 and
9 which establish the so-called primary nip contact, are
also transferred in a corresponding manner (in Fig. 1 b
the third nip member part 8 downward, arrow P, from the
situation of Fig. 1d upward, arrow P3). In Figs. 1a to d
the fourth nip member part 9 is substantially in its upper
position due to the presentation sequence, and naturally
it moves in corresponding directions (i.e. in the situation
of Fig. 1d the nip member part 9 is transferred down-
wards, arrow P5 and the second nip member part 2b
upwards, arrow P6). The above-presented distances
travelled can be illustrated in the form of an equation in
the following way:

LMi = the distance travelled by the first and the third
nip member part (2a, 8) or the second and the
fourth nip member part (2b, 9) in the vertical
direction during the reeling up process of the
paper reel,

DTR = diameter of the full paper reel, and
DRY = diameter of the reeling core (DRY > 0, when

the reeling core is a material piece or when a
hollow "shell" remains inside the paper reel,
DRY = 0, when the reeling core is the initial ful-
crum of the reeling up process).

[0021] To implement the above-described functions,
the threading unit PV can be arranged to be transferred
in the vertical direction, advantageously to swing with
respect to its centre O (In Figs. 1a to d corresponding
arrows represent the direction of rotation) by means of
suitable members (not shown in the drawings).
[0022] Figs. 2a to f illustrate the functions of the basic
embodiment according to Fig. 1, seen from the top. Figs.
2a and 2b substantially correspond to a situation which
is shown from the side in Fig. 1a. In the situation of Fig.
2a, a full paper reel has been removed from the location
of the fourth nip member part 9, in a direction transverse
to the machine direction to an arranging station located
outside the supporting belt rotation 1, and a new reeling
core 7 is fixed on the supporting frame (see Figs. 3 and
4), wherein the reeling core 7 and its supporting frame
are transferred in a direction transverse to the machine
direction (arrow S1) to the corresponding reeling up sta-
tion (i.e. reel change station) RVA. In a corresponding
manner the reeling up of the reeling core 6 on the sup-
port of the third nip member part 8 has started. The reel-
ing core 6 is coupled to a first drive 10a. Fig. 2a shows
a situation in which the paper reel forming around the
reeling core 6 is at the formation stage, and the second
reeling core 7 is placed in a direction transverse to the

LMi = (DTR-DRY)/2

machine direction to be positioned at the location of the
second nip member part in such a manner, however,
that the corresponding second drive 10b is not yet
switched on. In Fig. 2c the formation of the paper reel
to be formed on the first reeling core 6 proceeds to such
a stage in which the second drive 10b is already
switched on and the acceleration of the second reeling
core 7 and a "capture" of the second nip member part
2b take place, wherein at the final stage of the situation
according to Fig. 2c, it is possible to cut the paper web
by means of the cutting device 5 and conduct the thread-
ing of the end of the cut paper web by means of the reel
change threading apparatus 4 to the second reeling
core. Fig. 2d illustrates this situation, wherein the reeling
to the second reeling core 7 is already in progress, and
the paper reel formed on the first reeling core 6 is de-
celerated. When the formation of the paper reel on the
second reeling core 7 proceeds, the full paper reel R1
formed on the first reeling core 6 has already been
stopped in the situation according to Fig. 2e, the first
drive 10a has been switched off and has been trans-
ferred away from the supporting belt rotation 1 (arrow
S2) transversely with respect to the machine direction
to the arranging station JA. Thus, the full paper reel is
removed for the purpose of further processing proce-
dures, and a new reeling core 6 belonging to the first
reeling core set is brought to the supporting frame in the
arranging station JA (see Figs. 3 and 4), and they are
both transferred perpendicularly to the machine direc-
tion in contact with the supporting belt rotation 1 (arrow
S3) when the formation of the paper reel on the second
reeling core 7 is in progress. Thereafter the first reeling
core 6 is subjected to procedures similar to those de-
scribed in connection with Figs. 2b and 2c, wherein they
were conducted for the second reeling core 7.
[0023] The reeling cores 6, 7 belonging to both reeling
core sets can be completely similar to each other, a sub-
stantial functional difference being the fact that to the
reeling cores 6 belonging to the first set, the paper web
is brought directly from the end of the threading unit PV
and to the reeling cores 7 belonging to the second set
via the reel change threading apparatus 4.
[0024] With reference to Figs. 3 and 4, in particular,
in the first basic embodiment of the method and reel-up
according to the invention, the supporting frame used
for the reeling cores 6, 7 is a reeling carriage 11, which
constitutes a fixing frame, on one hand for the means
establishing the so-called primary nip contact, i.e. to the
third 8 and fourth nip member part 9, and on the other
hand for the reeling cores 6 and 7. The cross-section of
the fixing frame in the vertical plane perpendicular to the
machine direction is U-shaped, wherein the formation
of the paper reel takes place partly into the U-shape.
The bottom 11a of the fixing frame is provided with a
guide arrangement cooperating with the guide means
placed on the base on which the reel-up is positioned.
This guide means, by means of which the reeling car-
riage 11 can be transferred in a direction transverse to
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the machine direction at the point of location of the sup-
porting belt assembly 1 in the vertical direction and away
from underneath the supporting belt assembly 1 to the
arranging station JA, is generally marked with the refer-
ence numeral 12.
[0025] Both vertical parts 11b of the U-shaped cross-
section of the reeling carriage 11 are provided with a
vertical guide arrangement 13, on the support of which
the nip member parts 8 and 9 are able to move in the
vertical direction. The nip member parts 8 and 9 are
formed as a belt roll assembly 14, 15, 16, wherein the
two adjacent vertical guides 13a, 13b in the guide ar-
rangement 13 constitute a vertical guide line for the
guiding carriages or the like 17 of the belt roll assembly.
Thus, the belt roll assembly is formed by at least two
rolls 14, 15, of which at least one 14 is driving, as well
as an endless belt 16 between these rolls forming a sup-
porting texture rotation, the paper reel that is being
formed resting on the upper central part 16a of the same
during the formation of the paper reel. According to Fig.
4, the reeling core 6, 7 is supported by means of locking
jaws 19 protruding from the upper edge of the vertical
parts 11 b in the U-shaped cross section of the reeling
carriage.
[0026] With reference to Fig. 4, in particular, and in
view of the technical details, it can be stated that the
reeling core 6, 7 contains a bearing housing 18, and the
reeling core is extended by a switch 20 of the centre-
drive, which is connected to a drive 10a, 10b according
to Fig. 2. The axle 14a of the driving roll 14 is extended
by a switch 21 by means of which the drive of the belt
roll assembly is switched on (the switch is not shown).
Furthermore, in Fig. 4 unbroken lines illustrate the po-
sition of the belt roll assembly 14, 15, 16 at a particular
formation stage of the paper reel R, and furthermore,
broken lines illustrate another position of the belt roll as-
sembly 14, 15, 16, in which it is when the paper reel
becomes full. Furthermore, in the situation of Fig. 3, the
belt roll assembly is shown with dotted lines, and the
paper web with an unbroken line, wherein the second
reeling core 7 is at the reeling up stage.
[0027] The rolls 14, 15 of the belt roll assembly can
be lowered in the guides 13a, 13b of the guide arrange-
ment, either at the same speed when the endless belt
16 is in a substantially horizontal position, wherein the
loading affects vertically on the central part of the end-
less belt 16, or at least partly at different times or simul-
taneously in such a manner that the endless belt 16 lies
in a diagonal position, wherein the loading affects diag-
onally with respect to the vertical direction.
[0028] Further referring to Fig. 5, the second basic
embodiment of the invention functions for the part of the
threading unit PV in a substantially similar manner as
the first basic embodiment, but in view of applying the
invention, it is now stationary and the reeling carriage
11, the basic structure of which can be substantially sim-
ilar to the one described in connection with Figs. 3 and
4, moves in that direction in the machine direction in

which the reel change threading apparatus 4 is directed
upwards. When the nip member part 8 that establishes
a so-called primary nip contact with the paper reel
formed on the reeling core 6 is set to move in a corre-
sponding manner in the vertical direction with respect to
the reeling carriage 11, a gap opening in the transfer
direction of the paper reel is formed, which, on the other
hand, is connected to the supporting belt rotation 1,
whose contact point with the paper reel that is being
formed generates a so-called secondary nip at each
point of location of the reel that is being formed. In the
situation of Fig. 5, the paper web PR is passed to the
reel located nearly in the reel change station. Further-
more, in Fig. 5 dotted lines illustrate two other forming
stages of the paper reel (stages V1 and V2).
[0029] Figs. 6a to d illustrates a side-view of a reel
change situation, wherein when the full paper reel R1
has become full when it is located at the end of the gap,
a new reeling core 6' and the reeling carriage 11 have
been brought to the reel change station in a correspond-
ing manner, i.e. in contact with the reel change threading
apparatus 4, for example with the end of the same. Fig.
6 shows a reel change threading apparatus 4 as a series
of successive parallelograms 4a, which illustrate mem-
bers, for example suction boxes, each of which can be
preferably separately activated to a suction effect to
guide the cut end of the web in the reel change situation
to the reeling core 6' positioned in the reel change sta-
tion RVA. In the situation according to Fig. 6a, only the
sections (two vertically lined parallelograms) of the reel
change threading apparatus 4 that are located at the fi-
nal end of the gap are activated, wherein the paper web
is, at its final stages, still guided on the paper reel R1
that is becoming full. Fig. 6b schematically illustrates the
cutting stage of the end of the paper web, performed e.
g. by means of the cutting device 5. At the same time
the entire reel change threading apparatus 4 is activat-
ed, i.e. the suction effect is switched on, wherein the cut
end P of the paper web passes the full reel R1 under
the control of the supporting belt assembly 1, being sup-
ported from above and it is transferred to a second reel-
ing core 6' in the reel change station RVA. At this stage
it is possible to bring a roll or the like 22 used in connec-
tion with the reel change in contact with the reeling core
6', which roll or the like produces a guiding nip contact
with the reeling core 6 located in the reel change station
RVA. Fig. 6c illustrates a situation in which the cut end
KP of the paper web is transferred towards the second
reeling core 6 under the guidance of the reel change
threading apparatus 4 and furthermore, Fig. 6e illus-
trates a situation in which formation of the paper reel on
the new reeling core 6' is already starting and the full
paper reel R1 is decelerated (arrow 23). In the drawing,
the supporting belt assembly 1 is illustrated by means
of dotted lines, the paper web positioned on the paper
reel R1 that is becoming full or on a full paper reel R1
with a thin, unbroken line, and the paper web passed on
the new reeling core 6' with a thick broken line. The cut
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end of the paper web is represented with the letter com-
bination KP. The end of the paper web remaining on the
preceding full paper reel is marked with the letter com-
bination KV.
[0030] Fig. 7 shows the stages which relate to the im-
plementation of the second basic embodiment of the in-
vention, especially when seen from the above. In Fig.
7a, the reeling of the paper web on the reeling core 6
has been started in the reel change station RVA. The
first drive 24 is then switched on. In Fig. 7b the paper
reel that is becoming full proceeds in the gap (arrow 25;
unbroken lines) leaving the reel change station RVA
(dotted lines). In Fig. 7c the first paper reel which is driv-
en by the first drive 24 has become full, and after braking
and stoppage it is discharged from the supporting belt
assembly 1 in the discharge station PA (arrow 26) to the
arranging station JA, in which the finished paper reel is
discharged from the reeling carriage functioning as a
supporting frame, and a new reeling core 6 is fixed on
the supporting frame. The second drive 27, which has
been operating in the formation of the paper reel pre-
ceding the paper reel formed by the first drive 24, is
brought back to the reel change station from the point
of location of the discharge station PA in the machine
direction is such a way that it is ready to receive a new
reeling core 6' (arrow 28). When the new reeling core
and the second drive 27 are switched on, the process
is substantially in the situation of Fig. 7a, in which the
new reeling core 6' is accelerated and it is ready to re-
ceive the cut end of the paper web according to Figs. 6c
and 6d. The transfers in accordance with the arrows 26
and 28 take place in a direction transverse to the ma-
chine direction. From the arranging station JA, it is pos-
sible to move the supporting frame at the point of loca-
tion of the drive 27 in the machine direction (arrow 29).

Claims

1. A method in reeling up, wherein paper reels are
continuously formed on reeling cores from a contin-
uous paper web, wherein

- the paper web (PR) is brought to the formation
of the paper reel by using a closed supporting
belt rotation (1), on the outer surface of the sup-
porting belt rotation (1),

- the paper web (PR) is transferred from the outer
surface of the supporting belt rotation (1) direct-
ly to the paper reel (R) to be formed on a reeling
core (6, 7),

- a first nip contact (SN) is maintained substan-
tially at that point of the supporting belt rotation
(1) in which the paper web (PR) is transferred
to the paper reel (R) that is being formed,

- in addition to the first nip contact (SN), the pa-
per reel (R) that is being formed is affected with
at least one second nip contact (PN), and

- the fulcrums of the reeling cores (6; 7) remain
substantially stationary with respect to a sup-
porting frame during the reeling up process.

2. The method according to claim 1, characterized in
that

- the paper web (PR) is brought to the formation
of the paper reel by using a closed supporting
belt rotation (1), on the outer surface of the sup-
porting belt rotation (1),

- the paper web (PR) is transferred from the outer
surface of the supporting belt rotation (1) direct-
ly to the paper reel (R) to be formed on a reeling
core,

- a first or so-called secondary nip contact (SN)
is maintained at that point of the supporting belt
rotation (1) in which the paper web (PR) is
transferred to the paper reel (R) that is being
formed, to minimize the access of air between
the layers of paper and to ensure the quality of
the paper reel (PR) that is being formed, where-
in

- in addition to the first or so-called secondary nip
contact (SN), the paper reel (R) that is being
formed is affected with at least one second or
so-called primary nip contact (PN), to control
the formation of the paper reel (R).

3. The method according to claim 1 or 2, character-
ized in that at least the second or so-called primary
nip contact (PN) is maintained during the reeling
process that substantially affects the structure of
the paper reel that is being formed.

4. The method according to any of the claims 1 to 3,
characterized in that the second or so-called pri-
mary nip contact (PN) is extended so that it affects
the paper reel (R) that is being formed both in the
direction of the periphery and the radius of the paper
reel.

5. The method according to any of the claims 1 to 4,
characterized in that the second or so-called pri-
mary nip contact (PN) is extended so that it covers
more than 2% of the outer surface of the paper reel
in the direction of the periphery of the paper reel
that is being formed.

6. The method according to claim 1, 4 or 5, charac-
terized in that a contact force of the second or so-
called primary nip contact (PN) in the direction of
the radius of the paper reel (R) is established in
such a manner that the vertical component (A) of
the contact force is at least half of the total magni-
tude of the contact force in the direction of the radi-
us.
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7. The method according to claim 1 or any of the
claims 4 to 6, characterized in that the central
point of the point of location of the second or so-
called primary nip contact (PN) is altered in the di-
rection of the periphery of the paper reel (R) that is
being formed within the range of ±60° (the angular
point of the angle in the fulcrum (RYK) of the reeling
core (6)) from the vertical line running via the centre
of the reeling core (6).

8. The method according to any of the claims 1 to 7,
characterized in that the second or so-called pri-
mary nip contact (PN) is established by means of a
supporting texture rotation (16) separate from the
supporting belt rotation (1) and arranged around a
roll assembly (14, 15).

9. The method according to any of the claims 1 to 8,
characterized in that the reeling core (6) is provid-
ed with a driving device, and the reeling core (6) and
the paper reel that is being formed are supported
from both ends of the reeling core.

10. The method according to claim 1, characterized in
that the first or so-called secondary nip contact
(SN) is formed as a roll nip or a continuous surface
(4).

11. A reel-up, which is arranged to continuously form
paper reels on the reeling core from a continuous
paper web, the reel-up comprising:

- a supporting frame on which the fulcrum of the
reeling core (6) is arranged to remain substan-
tially stationary,

- a closed supporting belt rotation (1) which is ar-
ranged to transfer the paper web (PR) to the
formation of the paper reel on the outer surface
of the supporting belt rotation (1) and from the
outer surface directly to the paper reel (R) to be
formed on the reeling core (6),

- a first nip contact (SN) substantially at that point
of the supporting belt rotation (1) in which the
paper web (PR) is transferred to the paper reel
(R) to be formed, and

- at least one second nip contact (PN) in addition
to the first (SN) nip contact.

12. The reel-up according to claim 11, characterized
in that the first nip contact (SN) is arranged as a
so-called secondary nip contact, especially to min-
imize the access of air between the layers of paper
web and to ensure the quality of the paper reel that
is being formed, and said at least one second nip
contact (PN) is arranged as a so-called primary nip
contact especially to control the paper reel that is
being formed.

13. The reel-up according to claim 11 or 12, character-
ized in that the second or so-called primary nip
contact (PN) is established by means of a support-
ing texture rotation (16) which is separate from the
supporting belt rotation (1) and arranged around a
roll assembly (14, 15), wherein in addition to the
contact force in the direction of the radius of the pa-
per reel (R) the so-called primary nip contact is also
effective in the direction of the periphery of the pa-
per reel (R) that is being formed.

14. The reel-up according to any of the claims 11 to 13,
characterized in that the first or so-called second-
ary nip contact (SN) is located above said at least
one so-called primary nip contact (PN) within a dis-
tance in the direction of the periphery of the paper
reel (R), and that the so-called primary nip contact
(PN) is located at least partly below the paper reel
(R) that is being formed to move vertically during
the formation of the paper reel.

15. The reel-up according to any of the claims 11 to 14,
characterized in that the means establishing the
so-called primary nip contact (PN) are arranged to
be positioned below the paper reel that is being
formed in such a manner that the central point of
the primary nip contact can be altered ±60° with re-
spect to the vertical direction.

16. The reel-up according to any of the claims 11 to 15,
characterized in that the second or so-called pri-
mary nip contact (PN) is positioned on the support
of a reeling carriage (11) or the like functioning as
the supporting frame, to move vertically with re-
spect to the reeling carriage.

17. The reel-up according to any of the claims 11 to 16,
characterized in that the fulcrum of the reeling
core (6) is positioned in a stationary manner in a
reeling carriage (11) functioning as the supporting
frame.

18. The reel-up according to any of the claims 11 to 17,
characterized in that the first and the second nip
contact (SN, PN) above and below the paper reel
(R) that is being formed, form a gap opening in the
travel direction of the reeling core in such a manner
that the travel path of the means establishing the
lower, second or so-called primary nip contact (PN)
in the machine direction forms the lower part of the
gap, and the upper, first or so-called secondary nip
contact (SN) is arranged by means of a surface (4)
substantially parallel to the longitudinal direction of
the paper machine.

19. The reel-up according to any of the claims 11 to 18,
characterized in that the magnitude of the first or
so-called secondary nip contact (SN) is arranged to
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be determined by the combined effect of the size of
the paper reel (R) and the position of the reeling
core (6) at a time.

20. The reel-up according to any of the claims 11 to 19,
characterized in that the first secondary nip con-
tact (SN) is positioned after the fulcrum (RYK) of the
reeling core (6) in the travel direction of the reeling
core (6).

21. The reel-up according to any of the claims 11 to 20,
characterized in that the feeding of the paper web
(PR) to the reeling up is arranged from a direction
opposite to the travel direction of the reeling core
(6).

22. The reel-up according to any of the claims 11 to 21,
characterized in that the means for establishing
the first or so-called secondary nip contact (SN) are
positioned inside a closed supporting wire rotation
intended for the feeding of the paper web (PR), and
that the surface (4) establishing the first secondary
nip contact (SN) is activatable to a suction effect.

Patentansprüche

1. Aufrollverfahren, bei dem ununterbrochen Papier-
rollen von einer Endlospapierbahn auf Rollenker-
nen ausgebildet werden, wobei

- die Papierbahn (PR) durch die Verwendung ei-
nes geschlossenen Tragriemenumlaufes (1)
zur Ausbildung der Papierrolle auf der Außen-
fläche des Tragriemenumlaufes (1) veranlasst
wird,

- die Papierbahn (PR) von der Außenfläche des
Tragriemenumlaufes (1) direkt auf die auf ei-
nem Rollenkern (6,7) auszubildende Papierrol-
le (R) übertragen wird,

- eine erste Walzenspaltberührung (SN) im We-
sentlichen an der Stelle des Tragriemenumlau-
fes (1) aufrechterhalten wird, an der die Papier-
bahn (PR) auf die im Ausbildungsvorgang be-
findliche Papierrolle (R) übertragen wird,

- die im Ausbildungsvorgang befindliche Papier-
rolle (R) zusätzlich zu der ersten Walzenspalt-
berührung (SN) mindestens durch eine zweite
Walzenspaltberührung (PN) beeinflusst wird,
und

- die Drehpunkte der Rollenkerne (6,7) während
des Aufrollvorgangs im Verhältnis zu einem
Tragrahmen im Wesentlichen ortsfest bleiben.

2. Verfahren nach Anspruch 1,
dadurch gekennzeichnet, dass

- die Papierbahn (PR) durch die Verwendung ei-

nes geschlossenen Tragriemenumlaufes (1)
zur Ausbildung der Papierrolle auf der Außen-
fläche des Tragriemenumlaufes (1) veranlasst
wird,

- die Papierbahn (PR) von der Außenfläche des
Tragriemenumlaufes (1) direkt auf die auf ei-
nem Rollenkern auszubildende Papierrolle (R)
übertragen wird,

- eine erste oder sogenannte sekundäre Wal-
zenspaltberührung (SN) an der Stelle des Trag-
riemenumlaufes (1) aufrechterhalten wird, an
der die Papierbahn (PR) auf im Ausbildungs-
vorgang befindliche Papierrolle (R) übertragen
wird, um den Zugang von Luft zwischen die Pa-
pierschichten zu minimieren, und um die Qua-
lität der im Ausbildungsvorgang befindlichen
Papierrolle (R) sicherzustellen, wobei

- die im Ausbildungsvorgang befindliche Papier-
rolle (R) zusätzlich zu der ersten oder soge-
nannten sekundären Walzenspaltberührung
(SN) mindestens durch eine zweite oder soge-
nannte primäre Walzenspaltberührung (PN)
beeinflusst wird, um die Ausbildung der Papier-
rolle (R) zu steuern.

3. Verfahren nach Anspruch 1 oder 2,
dadurch gekennzeichnet, dass
mindestens die zweite oder sogenannte primäre
Walzenspaltberührung (PN) während des Aufroll-
vorgangs aufrechterhalten wird, welche die Struktur
der im Ausbildungsvorgang befindlichen Papierrol-
le wesentlich beeinflusst.

4. Verfahren nach einem der Ansprüche 1 bis 3,
dadurch gekennzeichnet, dass
die zweite oder sogenannte primäre Walzenspalt-
berührung (PN) so erweitert wird, dass sie die im
Ausbildungsvorgang befindliche Papierrolle (R) so-
wohl in Richtung des Umfangs, als auch des Radius
der Papierrolle beeinflusst.

5. Verfahren nach einem der Ansprüche 1 bis 4,
dadurch gekennzeichnet, dass
die zweite oder sogenannte primäre Walzenspalt-
berührung (PN) so erweitert wird, dass sie mehr als
2% der Außenfläche der Papierrolle in Richtung des
Umfangs der im Ausbildungsvorgang befindlichen
Papierrolle abdeckt.

6. Verfahren nach Anspruch 1, 4 oder 5,
dadurch gekennzeichnet, dass
eine Berührungskraft der zweiten oder sogenann-
ten primären Walzenspaltberührung (PN) in Rich-
tung des Radius der Papierrolle (R) so aufgebaut
wird, dass der vertikale Bestandteil (A) der Berüh-
rungskraft mindestens die Hälfte der Gesamtgrö-
ßenordnung der Berührungskraft in Richtung des
Radius beträgt.
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7. Verfahren nach Anspruch 1 oder einem der Ansprü-
che 4 bis 6,
dadurch gekennzeichnet, dass
der Mittelpunkt des Lagepunktes der zweiten oder
sogenannten primären Walzenspaltberührung (PN)
in Richtung des Umfangs der im Ausbildungsvor-
gang befindlichen Papierrolle (R) innerhalb des Be-
reiches von ±60° (Winkelpunkt des Winkels in dem
Drehpunkt (RYK) des Rollenkernes (6)) von der
durch den Mittelpunkt des Rollenkernes (6) verlau-
fenden Vertikallinie geändert wird.

8. Verfahren nach einem der Ansprüche 1 bis 7,
dadurch gekennzeichnet, dass
die zweite oder sogenannte primäre Walzenspalt-
berührung (PN) mittels eines von dem Tragriemen-
umlauf (1) getrennten, und um eine Rollenbaugrup-
pe (14,15) herum angeordneten Traggewebeum-
laufes (16) aufgebaut wird.

9. Verfahren nach einem der Ansprüche 1 bis 8,
dadurch gekennzeichnet, dass
der Rollenkern (6) mit einer Antriebsvorrichtung
versehen ist, und der Rollenkern (6) und die im Aus-
bildungsvorgang befindliche Papierrolle von beiden
Enden des Rollenkernes getragen werden.

10. Verfahren nach Anspruch 1,
dadurch gekennzeichnet, dass
die erste oder sogenannte sekundäre Walzenspalt-
berührung (SN) als ein Walzenspalt oder eine End-
losoberfläche (4) ausgebildet ist.

11. Aufroller, der angeordnet ist, um ununterbrochen
Papierrollen von einer Endlospapierbahn auf dem
Rollenkern auszubilden, wobei der Aufroller folgen-
des aufweist:

- Einen Tragrahmen, auf dem der Drehpunkt des
Rollenkernes (6) so angeordnet ist, dass er im
Wesentlichen ortsfest bleibt,

- einen geschlossenen Tragriemenumlauf (1),
der angeordnet ist, um die Papierbahn (PR) zur
Ausbildung der Papierrolle auf der Außenflä-
che des Tragriemen-umlaufes (1), und von der
Außenfläche direkt auf die auf einem Rollen-
kern (6) auszubildende Papierrolle (R) zu über-
tragen,

- eine erste Walzenspaltberührung (SN) im We-
sentlichen an der Stelle des Tragriemenumlau-
fes (1), an der die Papierbahn (PR) auf die aus-
zubildende Papierrolle (R) übertragen wird,

- mindestens eine zweite Walzenspaltberührung
(PN) zusätzlich zu der ersten Walzenspaltbe-
rührung (SN).

12. Aufroller nach Anspruch 11,
dadurch gekennzeichnet, dass

die erste Walzenspaltberührung (SN) als soge-
nannte sekundäre Walzenspaltberührung insbe-
sondere angeordnet ist, um den Zugang von Luft
zwischen die Papierschichten zu minimieren, und
um die Qualität der im Ausbildungsvorgang befind-
lichen Papierrolle (R) sicherzustellen, wobei minde-
stens eine zweite oder sogenannte primäre Wal-
zenspaltberührung (PN) angeordnet ist, um die
Ausbildung der im Ausbildungsvorgang befindli-
chen Papierrolle zu steuern.

13. Aufroller nach Anspruch 11 oder 12,
dadurch gekennzeichnet, dass
die zweite oder sogenannte primäre Walzenspalt-
berührung (PN) mittels eines von dem Tragriemen-
umlauf (1) getrennten, und um eine Rollenbaugrup-
pe (14,15) herum angeordneten Traggewebeum-
laufes (16) aufgebaut wird, wobei die sogenannte
primäre Walzenspaltberührung (PN) zusätzlich zu
der Berührungskraft in Richtung des Radius der Pa-
pierrolle (R) auch in Richtung des Umfangs der im
Ausbildungsvorgang befindlichen Papierrolle wirkt.

14. Aufroller nach einem der Ansprüche 11 bis 13,
dadurch gekennzeichnet, dass
die erste oder sogenannte sekundäre Walzenspalt-
berührung (SN) über der mindestens einen soge-
nannten primären Walzenspaltberührung (PN) in-
nerhalb eines Abstandes in Richtung des Umfangs
der im Ausbildungsvorgang befindlichen dungsvor-
gang befindlichen Papierrolle (R) angeordnet ist,
und dass die sogenannte primäre Walzenspaltbe-
rührung (PN) mindestens teilweise so unter der im
Ausbildungsvorgang befindlichen Papierrolle (R)
angeordnet ist, dass sie sich während der Ausbil-
dung der Papierrolle vertikal bewegt.

15. Aufroller nach einem der Ansprüche 11 bis 14,
dadurch gekennzeichnet, dass
die Einrichtungen zum Aufbauen der sogenannten
primären Walzenspaltberührung (PN) unter der im
Ausbildungsvorgang befindlichen Papierrolle so
positionierbar angeordnet sind, dass der Mittel-
punkt der primären Walzenspaltberührung im Ver-
hältnis zur Vertikalrichtung um ±60° geändert wer-
den kann.

16. Aufroller nach einem der Ansprüche 11 bis 15,
dadurch gekennzeichnet, dass
die zweite oder sogenannte primäre Walzenspalt-
berührung (PN) so auf dem als Tragrahmen funk-
tionierenden Träger eines Aufrollträgerschlittens
(11) oder dergleichen positioniert ist, dass sie sich
im Verhältnis zu dem Aufrollträgerschlitten vertikal
bewegt.

17. Aufroller nach einem der Ansprüche 11 bis 16,
dadurch gekennzeichnet, dass

17 18



EP 1 204 581 B1

11

5

10

15

20

25

30

35

40

45

50

55

der Drehpunkt des Rollenkernes (6) ortsfest in dem
als Tragrahmen funktionierenden Aufrollträger-
schlitten (11) positioniert ist.

18. Aufroller nach einem der Ansprüche 11 bis 17,
dadurch gekennzeichnet, dass
die erste und die zweite Walzenspaltberührung
(SN,PN) über und unter der im Ausbildungsvorgang
befindlichen Papierrolle (R) einen Spalt bilden, der
sich in Bewegungsrichtung des Rollenkernes so öff-
net, dass die Bewegungsbahn der die untere, zwei-
te oder sogenannte primäre Walzenspaltberührung
(PN) in Maschinenrichtung aufbauenden Einrich-
tung den unteren Teil des Spaltes ausbildet, und die
obere, erste oder sogenannte sekundäre Walzen-
spaltberührung (SN) mittels einer Oberfläche (4) im
Wesentlichen parallel zu der Längsrichtung der Pa-
piermaschine angeordnet ist.

19. Aufroller nach einem der Ansprüche 11 bis 18,
dadurch gekennzeichnet, dass
die Größenordnung der ersten oder sogenannten
sekundären Walzenspaltberührung (SN) so be-
schaffen ist, dass sie gleichzeitig durch die kombi-
nierte Wirkung der Größe der Papierrolle (R) und
die Position des Rollenkernes (6) festgelegt wird.

20. Aufroller nach einem der Ansprüche 11 bis 19,
dadurch gekennzeichnet, dass
die erste sekundäre Walzenspaltberührung (SN)
nach dem Drehpunkt (RYK) des Rollenkernes (6)
in Bewegungsrichtung des Rollenkernes (6) posi-
tioniert ist.

21. Aufroller nach einem der Ansprüche 11 bis 20,
dadurch gekennzeichnet, dass
die Zufuhr der Papierbahn (PR) zu dem Aufroller
aus einer der Bewegungsrichtung des Rollenker-
nes (6) entgegengesetzten Richtung erfolgt.

22. Aufroller nach einem der Ansprüche 11 bis 21, da-
durch gekennzeichnet, dass
die Einrichtungen zum Aufbauen der ersten oder
sogenannten sekundären Walzenspaltberührung
(SN) innerhalb eines für die Zufuhr der Papierbahn
(PR) vorgesehenen geschlossenen Tragdrahtum-
laufes angeordnet sind, und dass die die erste se-
kundäre Walzenspaltberührung (SN) aufbauende
Oberfläche (4) zu einer Saugwirkung aktivierbar ist.

Revendications

1. Procédé de bobinage dans lequel des bobines de
papier sont formées de façon continue sur des man-
drins de bobinage à partir d'une feuille continue de
papier, dans lequel:

- la feuille continue de papier (PR) est transpor-
tée, pour former la bobine de papier, en utilisant
une courroie de support rotative en boucle (1),
sur la surface extérieure de la courroie de sup-
port rotative (1).

- la feuille continue de papier (PR) est transférée
de la surface extérieure de la courroie de sup-
port rotative (1) directement sur la bobine de
papier (R) en formation sur le mandrin de bobi-
nage (6,7),

- un premier pincement de contact (SN) est
maintenu sensiblement à ce point de la cour-
roie de support rotative (1) auquel la feuille con-
tinue de papier (PR) est transférée sur la bobi-
ne de papier (R) en formation,

- en plus du premier pincement de contact (SN),
la bobine de papier (R) en formation est soumi-
se à au moins un second pincement de contact
(PN), et

- les pivots des mandrins de bobinage (6,7) res-
tent sensiblement immobiles par rapport à un
châssis de support pendant le processus de
bobinage.

2. Procédé selon la revendication 1, caractérisé en
ce que

- la feuille continue de papier (PR) est transpor-
tée pour former la bobine de papier, en utilisant
une courroie de support rotative en boucle (1),
sur la surface extérieure de la courroie de sup-
port rotative (1)

- la feuille continue de papier (PR) est transférée
de la surface extérieure de la courroie de sup-
port rotative (1) directement sur la bobine de
papier (R) en formation sur un mandrin de bo-
binage,

- un premier pincement de contact (SN), appelé
secondaire, est maintenu à ce point de la cour-
roie de support rotative (1) où la feuille continue
de papier (PR) est transférée sur la bobine de
papier (R) en formation, pour minimiser l'arri-
vée d'air entre les couches de papier et pour
garantir la qualité de la bobine de papier (PR)
en formation, dans lequel,

- en plus du premier pincement de contact (SN),
appelé secondaire, la bobine de papier (R) en
formation est soumise à au moins un second
pincement de contact (PN), appelé primaire,
pour contrôler la formation de la bobine de pa-
pier (R).

3. Procédé selon la revendication 1 ou 2, caractérisé
en ce que, au moins le second pincement de con-
tact, appelé primaire, (PN) est maintenu pendant le
processus de bobinage qui affecte sensiblement la
structure de la bobine de papier en formation.
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4. Procédé selon n'importe laquelle des revendica-
tions 1 à 3, caractérisé en ce que le second pin-
cement de contact (PN), appelé primaire, s'étend
pour qu'il affecte la bobine de papier (R) en forma-
tion à la fois dans la direction de la périphérie et du
rayon de la bobine de papier.

5. Procédé selon n'importe laquelle des revendica-
tions 1 à 4, caractérisé en ce que le second pin-
cement de contact (PN), appelé primaire, s'étend
pour qu'il couvre plus de 2% de la surface extérieure
de la bobine de papier dans la direction de la cir-
conférence de la bobine de papier en formation.

6. Procédé selon les revendications 1, 4 ou 5, carac-
térisé en ce qu'une force de contact du second pin-
cement de contact (PN), appelé primaire, dans la
direction du rayon de la bobine de papier (R) est
établie de façon telle que la composante verticale
(A) de la force de contact est au moins la moitié de
l'intensité totale de la force de contact dans la di-
rection du rayon.

7. Procédé selon les revendications 1 ou une quelcon-
que des revendications 4 à 6, caractérisé en ce
que le point central de l'emplacement du second
pincement de contact (PN), appelé primaire, est
modifié dans la direction de la périphérie de la bo-
bine de papier (R) en formation, dans un intervalle
de ± 60° (le point angulaire de l'angle entre le pivot
(RYK) du mandrin de bobinage (6) à partir de la li-
gne verticale passant par le centre du mandrin de
bobinage (6)).

8. Procédé selon n'importe laquelle des revendica-
tions 1 à 7, caractérisé en ce que le second pin-
cement de contact (PN), appelé primaire, est créé
au moyen d'une texture de support rotative (16) sé-
parée de la courroie de support rotative (1) et dis-
posée autour d'un ensemble de rouleaux (14, 15)

9. Procédé selon n'importe laquelle des revendica-
tions 1 à 8, caractérisé en ce que le mandrin de
bobinage (6) est équipé d'un dispositif d'entraîne-
ment, et le mandrin de bobinage (6) et la bobine de
papier en formation sont supportés aux deux extré-
mités du mandrin de bobinage.

10. Procédé selon la revendication 1, caractérisé en
ce que, le premier pincement de contact (SN) ap-
pelé secondaire, a la forme d'un pincement de rou-
leau ou d'une surface continue (4).

11. Bobineuse, qui est agencée pour former de façon
continue des bobines de papiers sur le mandrin de
bobinage à partir d'une feuille continue de papier,
la bobineuse comprenant :

- un châssis de support sur lequel le pivot du
mandrin de bobinage (6) est disposé pour de-
meurer sensiblement immobile,

- une courroie de support rotative en boucle (1)
qui est agencée pour transférer la feuille conti-
nue de papier (PR) pour former la bobine de
papier sur la surface extérieure de la courroie
de support rotative (1), et de la surface exté-
rieure, directement sur la bobine de papier (R)
en formation sur le mandrin de bobinage (6),

- un premier pincement de contact (SN) sensi-
blement à ce point de la courroie de support
rotative (1) auquel la feuille continue de papier
(PR) est transférée sur la bobine de papier (R)
en formation, et

- au moins un second pincement de contact (PN)
en plus du premier pincement de contact (SN).

12. Bobineuse selon la revendication 11, caractérisée
en ce que le premier pincement de contact (SN) est
ménagé pour être un pincement de contact appelé
secondaire, en particulier pour minimiser l'arrivée
d'air entre les couches de la feuille continue de pa-
pier et pour garantir la qualité de la bobine de papier
en formation et ledit au moins un second pincement
de contact (PN) est ménagé pour être ce qu'on ap-
pelle un pincement de contact primaire, en particu-
lier pour contrôler la bobine de papier en formation.

13. Bobineuse selon la revendication 11 ou 12, carac-
térisée en ce que le second pincement de contact
(PN), appelé primaire, est créé au moyen d'une tex-
ture de support rotative (16) qui est séparée de la
courroie de support rotative (1) et disposée autour
d'un ensemble de rouleaux (14, 15), dans laquelle,
en plus de la force de contact en direction du rayon
de la bobine de papier (R) le pincement de contact
appelé primaire est aussi effectif dans la direction
de la périphérie de la bobine de papier (R) en for-
mation.

14. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 13, caractérisée en ce que le premier
pincement de contact (SN), appelé secondaire, est
situé au-dessus dudit au moins un pincement de
contact (PN), appelé primaire, à une certaine dis-
tance dans la direction de la périphérie de la bobine
de papier (R) et en ce que le pincement de contact
appelé primaire (PN) est disposé au moins partiel-
lement en dessous de la bobine de papier (R) en
formation pour se déplacer verticalement pendant
la formation de la bobine de papier.

15. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 14, caractérisée en ce que les moyens
définissant le pincement de contact appelé primaire
(PN) sont disposés pour être situés sous la bobine
de papier en formation de telle manière que le point
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central du pincement de contact primaire puisse
être déplacé de ± 60° par rapport à la direction ver-
ticale.

16. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 15, caractérisée en ce que le second
pincement de contact (PN), appelé primaire, est si-
tué sur le support d'un chariot de bobinage (11) ou
similaire servant de châssis de support, pour se dé-
placer verticalement par rapport au chariot de bo-
binage.

17. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 16, caractérisée en ce que le pivot du
mandrin de bobinage (6) est disposé, de manière
fixe, dans un chariot de bobinage (11) servant de
châssis de support.

18. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 17, caractérisée en ce que le premier et
le second pincement de contact (SN, PN) au-des-
sus et en dessous de la bobine de papier (R) en
formation, forment un espace s'ouvrant dans la di-
rection de déplacement du mandrin de bobinage de
telle façon que le chemin de déplacement des
moyens formant le second pincement de contact in-
férieur (PN), appelé primaire, dans la direction de
la machine, forme la partie inférieure de l'espace,
et le pincement de contact supérieur (SN), appelé
secondaire, est défini au moyen d'une surface (4)
sensiblement parallèle à la direction longitudinale
de la machine à papier.

19. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 18, caractérisée en ce que l'intensité du
premier pincement de contact (SN), appelé secon-
daire, est définie pour être déterminée par l'effet
combiné de la taille de la bobine de papier (R) et de
la position du mandrin de bobinage (6) à un instant
donné.

20. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 19, caractérisée en ce que le premier
pincement de contact secondaire (SN) est situé
après le pivot (RYK) du mandrin de bobinage (6)
dans la direction de déplacement du mandrin de bo-
binage (6).

21. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 20, caractérisée en ce que l'alimentation
de la feuille continue de papier (PR) pour le bobi-
nage est disposée à partir d'une direction opposée
à la direction de déplacement du mandrin de bobi-
nage (6).

22. Bobineuse selon n'importe laquelle des revendica-
tions 11 à 21, caractérisée en ce que les moyens
pour créer le premier pincement de contact (SN),

appelé secondaire, sont situés à l'intérieur d'un fil
de support rotatif en boucle servant à l'alimentation
de la feuille continue de papier (PR) et en ce que
la surface (4) créant le premier pincement de con-
tact secondaire (SN) peut être activée pour un effet
de succion.

23 24



EP 1 204 581 B1

14



EP 1 204 581 B1

15



EP 1 204 581 B1

16



EP 1 204 581 B1

17



EP 1 204 581 B1

18



EP 1 204 581 B1

19



EP 1 204 581 B1

20



EP 1 204 581 B1

21



EP 1 204 581 B1

22


	bibliography
	description
	claims
	drawings

