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(57) Abregée/Abstract:

The invention relates to a method and apparatus in a reeling process of a paper web. A paper web (PR) Is continuously reeled
around a reeling core (10) via a roll assembly (T). A first press device arrangement (8) is arranged to move with respect to the
frame (16) of the reel-up and by means of the first press device arrangement (8) a first nip contact (N1) iIs maintained to the
paper web (PR) that is being formed on the reeling core, and the first press device arrangement (8) Is transferred with respect to
the frame (16) of the reel-up Into a nip contact (N2) with a second press device arrangement (11). According to the invention, the
section of the roll assembly (T) before the first press device arrangement (8) and the first press arrangement (8) are formed as
separate units. The paper web (PR) Is guided immediately into nip contact (N1) in the first press device arrangement (38) via the
roll assembly (T) stationary with respect to the frame (16) of the reel-up. Furthermore, the paper reel (5) that is being formed and

the first press device assembly are transferred as a combination substantially in the travel direction of the paper web (
position controlled manner.
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The invention relates to a method and apparatus in a reeling process of a paper web. A paper web (PR) is continuously reeled around
a reeling core (10) via a roll assembly (T). A first press device arrangement (8) is arranged to move with respect to the frame (16) of the
reel-up and by means of the first press device arrangement (8) a first nip contact (N1) is maintained to the paper web (PR) that is being
formed on the reeling core, and the first press device arrangement (8) is transferred with respect to the frame (16) of the reel-up into a
nip contact (N2) with a second press device arrangement (11). According to the invention, the section of the roll assembly (T) before
the first press device arrangement (8) and the first press arrangement (8) are formed as separate units. The paper web (PR) is guided
immediately into nip contact (N1) in the first press device arrangement (8) via the roll assembly (T) stationary with respect to the frame
(16) of the reel-up. Furthermore, the paper reel (5) that is being formed and the first press device assembly are transferred as a combination
substantially in the travel direction of the paper web (PR) in a position controlled manner.
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Method and device in the process of reeling up a paper web

The invention relates to a method in the process of reeling a paper
web, wherein

— the paper web Is continuously reeled around an
exchangeable reeling core rotating with respect to the frame
of a reel-up applying the reeling process,

— the paper web Is guided to a reeling core via a roll assembly

— a first press device arrangement is arranged to move with
respect to the frame of the reel-up,

— by means of the first press device arrangement a first nip
contact iIs maintained to the paper web formed on the

- reeling core, and the first press device arrangement is
transferred with respect to the frame of the reel-up, and

~ by maintaining the first nip contact established by means of
the first press device arrangement, the paper reel formed

on the reeling core is brought into a second nip contact with
a second press device arrangement.

The above-presented method in the reeling process tor a paper web is
disclosed in the publication EP-792829. In this publication, the first
press device arrangement as well as the control roll assembly of the
paper web, especially the final part of the same, is connected to a
carriage moving in the machine direction, wherein the first press device
arrangement is utilized to maintain a nip contact to the paper reel that
is being formed, and said paper reel is transferred in the machine
direction in contact with the second press device arrangement, which
participates in the process of stopping the full paper reel. The
construction applying the method is relatively complex and heavy,
because it is difficult to move the carriage and the roll assemblies to be
connected thereto. Furthermore, the adjustment of the intensity of the
nip contact is especially difficult in such a combination of devices.

The purpose of the invention is to introduce an improvement to the
problems in the method of prior an, thus enhancing the state of art
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prevailing in the field. To attain the above-presented objectives, the
method according to the invention is primarily characterized in that

— In @ manner known as such, the section of the roll assembly
betore the first press device arrangement and the first press
device arrangement are established as separate units.

— In a manner known as such the paper web is guided via a
roll assembly which is arranged stationary with respect to
the frame of the reel-up immediately into a nip contact in the
first press device arrangement, and

— the paper reel that is being formed and the first press
device arrangement are transferred as a combination in the

travel direction of the paper web in a position controlled
manner.

Ihe publication DE-29811053 U1 discloses a reeling up method, in
which the first press device arrangement and the roll assembly are
established as separate units, and in which the roll assembly is
arranged stationary with respect to the frame of the reel-up. However,
in this publication the distance between the last roll of the roll assembly
and the first nip contact is kept constant during the entire reeling up
process. Thus, it is not possible to attain the advantage which is
attained when the distance between the first nip contact and the last
roll of the roll assembly grows in a position controlied manner, (i.e. the
position of the paper reel that is being formed is altered in the machine
direction in accordance with a predetermined control manner
(continuous and/or discontinuous) e.g. according to the diameter) when
the paper reel that is being formed and the first press device

arrangement are transterred as a combination in the travel direction of
the paper web.

Thus, the method makes it possible that the paper web that is being
formed can be transferred in the machine direction in contact with the
second press device assembly establishing the second nip contact, so
that the first nip contact is maintained, wherein the first press device
arrangement can be returned to the reel change station, to which a
new reeling core is brought from the reeling core storage, and the end
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of the paper web is cut and the reeling is started on a new reeling core.
Because only the first press device maintaining the first nip contact is
transterred in the machine direction together with the paper reel that is
being formed, the construction is light in weight and it is easier to
5  control the strength of the nip contact.

Furthermore, another advantage attained by means of the invention is
the improved control of the nip load. In the method according to the
invention, the first nip contact is utilized to control/establish a so-called
10 reeling nip, by means of which the quality of the paper reel is affected
substantially. In the method the first press device arrangement is thus
loaded against the reel that is being formed. Advantageously, in the
methoa the direction of this loading force deviates substantially
(advantageously 60° to 120°) from the travel direction of the paper reel

15 that is being formed when it is transferred in a position controlled
manner.

The other dependent claims present some advantageous embodiments
of the method.

20
In the following description the invention will be described in more
detail with reference to the appended drawings. In the drawings
Figs. latoe show the stages of applying the invention in a
25 schematical side-view, and

Fig. 2 shows an apparatus applying the method according to
the invention in a schematical side-view.

30  With reference to Figs. 1a to e, the following main parts are used in the
reel-up applying the method according to the invention. The reel-up
comprises a horizontal reeling plane 1 which belongs to the frame of
the reel-up and advantageously comprises adjacent rails or the like, on
which the reeling cores can roll by means of their bearing housings.

35  The tirst end 1a of the reeling plane 1 is provided with a reeling core
storage 2, in which the reeling cores 3a, 3b, 3c..., which are arranged
to enter the reeling up stage next, are located successively on the
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support of the reeling plane 1, and each of them in turn can be

connected to the reeling carriage 4.

Below the reeling up storage 2 there is a roll assembly T (6, 7a, 7b) for
5  transterring the paper web PR via the roll assembly T to the paper reel

. - - e

5 that is being formed (the travel direction of the paper web PR is
marked with an arrow K in Figs. 1a to e).

The roll assembly T is composed of three rolls 6, 7a, 7b. The roll 6 in
10 the middle is a so-called spreader roll, and it is positioned on a different
level of height with respect to the guide rolls 7a, 7b positioned on
- different sides of the same in such a manner that the wrap angle (the
wrap angle being the angle formed between entrance and exit points of
the paper web, i.e. the angle corresponding to the contact surface, the
15 angular point of which is located in the fulcrum of the spreader roll 6)
exerted on the paper web PR by the spreader roll 6 remains
substantially constant. In view of saving space, it is advantageous that
the spreader roll 6 is located on a lower level of height when compared
to the level of height of the guide rolls 7a, 7b. An essential aspect in
20  view of the method according to the invention is that the guide roll 7a of
the roll assembly T, located before the first press device arrangement
8, and the first press device arrangement 8 are formed as separate
units. In the second end 1b of the reeling plane 1, the reel-up
g comprises a stationary final reeling station LR, which comprises a
25  second drive device 12 and fixing jaws 14. The paper web PR is
Immediately guided into a nip contact N1 in the first press device
arrangement 8 via the roll assembly T which is stationary with respect

to the frame of the reel-up

30 Figs, 1a to 1e describe, for example, the main characteristics of the
reel change process according to the invention. Fig. 1a presents the
stage in which the paper reel 5 that is being formed is reeled around 3
reeling core 10 which is driven by a first drive device 9 and connected
to the reeling carriage 4, at the same time being substantially

35 transferred in the travel direction of the paper web and,
corresponaingly, in the longitudinal direction of the frame of the reel-up
on the reeling plane 1 (arrow S) away from the reel change station

AMENDED SHEET
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(point RV In Fig. 1c) towards the final reeling station LR in the second
end of the reeling plane. Thus, the first drive device 9 is arranged to
move along with the reeling carriage 4. As can be seen in Figs. 1c to e,
part of the reeling up process, the so-called initial reeling, is conducted
in the reel change station RV, wherein the reeling carriage 4 and the
reeling core therein are stationary with respect to the frame of the reel-
up, whereatter the next step is a transfer stage according to Fig. 1a in
the direction of arrow S. During the initial reeling (Figs. 1c to e) and the
transter process (Fig. 1a) the first press device arrangement 8 is
constantly in the first nip contact N1 with the paper reel 5 that is being
formed, and the direction of the force produced by the nip contact
considerably deviates from the direction of motion of said transfer.
Thus, the dependency of the force effecting the nip contact and the
transfer is small and reduces the disturbance factors in the control of
the nip loading. Furthermore, the motion of the first press device
arrangement Is arranged to be linear, wherein when the reel grows, the
effect of the changing geometry on the nip force is minimized.

Fig. 1b shows a stage in which the transfer stage of the paper reel 5
that is being formed is finished, and a second nip contact N2 with a
second press device arrangement has been established, wherein the
first press device arrangement 8 is still in the first nip contact N1 with
the paper reel 5 that is being formed. According tc the embodiment of
the presented method, the nip contact N1 is detached at this stage, the
reeling core 10 is connected to the second drive device 12, the first
drive device 9 is released from the reeling core 10, the fixing jaws 4a of
the reeling carriage 4 are released and replaced with second fixing
jaws 14 located in the stationary final reeling station LR. The above-
presented stages are conducted at least partly simultaneously, or in
stages according to the embodiment of the method.

Fig. 1c shows a stage in which the reeling carriage 4 is transferred to
the reel change station RV, and a new reeling core 3a has been taken
from the reeling core storage 2 on the support of the reeling carriage 4,
and connected to the first drive 9 in the reeling carriage 4. The first
press device arrangement 8 is also transferred by the reel change
station RV, wherein the paper web PR travels below the reeling plane 1
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and the reeling carriage 4 and above the first press device
arrangement 8, I.e. between the aforementioned parts to the paper reel
5 at the final reeling up stage in the final reeling station LR, when the
second press device arrangement 11 is in the second nip contact N2
with the paper reel 5. According to the invention, the new reeling core
can be brought to the actual reel change station without affecting the

travel of the web to the full reel in the final reeling station LR in any
way.

Fig. 1d shows the starting stage of the actual reel change, wherein the
reeling core 3a, which is located in the reeling carriage 4 is already
accelerated to the web speed of the paper web by means of the first
drive device 9, and the first press device arrangement 8 is transferred
upwards In accordance with arrow 15 into the first nip contact N1 with
the paper reel PR and the reeling core 3a. When the paper reel 5 at the
final reeling station LR has become full, the paper web PR is cut and a
reel change to a new reeling core 3a is conducted according to Fig. 1e
by means of a reel change device (not shown). The paper reel formed
on the new reeling core 3a is marked with the reference numeral 5’ in
Fig. 1e. In the situation according to Fig. 1e, both the first 8 and the
second 11 press device arrangement are in nip contacts N1 and N2

with corresponding paper reels 5 (the preceding one) and 5 (the new
one).

In the situation of Fig. 1e, the stopping of the paper reel 5 located in the
final reeling station LR is started e.g. by utilizing the second drive 12
and/or the second press device arrangement 11. When the paper reel
5 Is stopped, it is removed from the final reeling station LR. Thus, the
new paper reel 5° has proceeded to the situation of Fig. 1a in the
transfer direction according to arrow S.

In the above-described manner it is possible to achieve a continuous
reeling up process.

Fig. 2 shows a schematical side-view of the apparatus appiying the
method according to the invention. In Fig. 2, similar reference numerals

Indicate the parts corresponding to the parts shown in connection with
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Figs. 1a to e. The apparatus contains a frame 16, on the upper surface
of which there is a horizontal reeling plane 1 and a reeling core storage
2. The reeling core storage 2 is positioned on top of the roll assembly T
and substantially on a horizontal plane, on which the fulcrum of each
reeling core 10, 3a, 3b, 3c... moves during the reeling process.

As can be seen in Fig. 2 as well as in Fig. 1, the first press device
arrangement 8 Is placed substantially in such a manner with respect to
the paper reel 5 that is being formed that the first nip contact N1 is
established underneath the fuicrum KK of the reeling core in question,
preterably close by or in touch with the vertical line that runs via the
fulcrum KK of the reeling core. The reeling carriage 4 is supported in
such a manner that it moves on a horizontal guide assembly 17
stationary with respect to the frame 16 of the reel-up. The reeling
carriage 4 moves on the support of the guide assembly 17 by means of
first drive devices 18. The first press device arrangement 8 establishing
the first nip contact N1, in turn, is arranged to move along with the
reeling carriage 4. In the embodiment of Fig. 2, the first press device
arrangement Is fixed to an auxiliary frame 19, which, in turn, is placed
on the support of a horizontal guide assembly 20 in the frame 16 of the
reel-up. For the first press device arrangement 8 two actuators are
arranged, of which the first actuator 21 is arranged to transfer the first
press device arrangement 8 in the longitudinal direction of the reel-up,
.e. substantially in the horizontal direction, and the second actuator 22,
which is arranged in connection with the auxiliary frame 19, transfers
the first press device arrangement 8 substantially perpendicularly in the
longitudinal direction of the frame of the reel-up, i.e. substantially in the
vertical direction.

In the embodiment according to Fig. 2, the reeling carriage 4 and the
first press device arrangement 8 are provided with separate actuators
18 and 21, respectively, so that they can be transferred as a
combination in the longitudinal direction of the frame 16 of the reel-up.
It is obvious, that the reeling carriage 4 and the first press device
arrangement 8, especially its auxiliary frame 19 can be formed as a
continuous frame structure, wherein it can be transferred by means of
one actuator In the longitudinal direction of the frame of the reel-up.
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The advantage attained by means of the solution shown in Fig. 2 is that
the point of location of the first nip contact N1 on the periphery of the
paper reel 5 that is being formed can be transferred in the direction of
the periphery of the paper reel formed by means of a temporary
ditference In the speed of motion of the actuators 18 and 21. Especially
for the purpose of moving the first press device arrangement 8 in the
vertical direction, the first press device arrangement is connected on
the support of a vertical guide assembly 26 in the auxiliary frame 19,
wherein the second actuator 22 is connected between the auxiliary
frame 19 and the second press device arrangement 8.

The second press device arrangement 11, in turn, is placed on the
other end 1b ot the supporting plane 1 to receive the paper reel 5 that
IS being formed and to form a second nip contact N2 from a direction
opposite to the direction of motion of the paper reel 5 that is being
formed. The second press device arrangement 11 is arranged to move
by means of an actuator 24 with respect to the frame 16 of the reel-up
In a diagonally vertical direction in a guide arrangement 23 located in
connection with the frame. The reel-up is provided with a computer 25,
which Is arranged to control the actuators of the reeling carriage 4 and

the actuators of the first 8 and the second press device arrangement
11.

In detaill, the method according to the invention proceeds in the
following order of stages:

A)  the reeling core 10 is placed in connection with the first fixing
Jaws 4a in the reeling carriage 4 in the reel change station RV
when the paper web runs without touching the reeling core 10,

B) the reeling core 10 is brought to the web speed of the paper web
PR by means of the first drive 9, and the paper web PR is

brought in connection with the reeling core 10 by means of the
first press device arrangement 8,

C) the paper web PR is cut, the cut end of the paper web is guided
to the reeling core 10, and the reeling up process is started,
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the first nip contact N1 is maintained by means of the first press
device arrangement 8,

the paper reel 5 that is being formed is transferred in a position
controlled manner substantially in the travel direction of the
paper web PR,

the paper reel 5 that is being formed is brought into the second
nip contact N2 with the second press device arrangement,

the reeling core 10 is placed in contact with the second

stationary fixing jaws 14, and the first fixing jaws 4a are
detached,

the first drive 9 of the reeling core 10 is replaced with a second
drive 12,

the reeling carriage 4 and the first press device arrangement 8

are returned to receive a new reeling core 3a according to the
stage A),

the tull paper reel is stopped after the reel change by utilizing the
deceleration of the second drive 12,

the full paper reel is removed from the reel-up.

The initial reeling is conducted in the reel change station RV by
Keeping the reeling core stationary with respect to the frame 16 of the
reel-up. The final reeling, in turn, is conducted in connection with the
second press device arrangement 11 in the final reeling station LR by
keeping the reeling core 10 stationary with respect to the frame 16 of
the reel-up. Between the processes of initial reeling and final reeling,

the paper reel 5 that is being formed is transferred

IN a position

controlled manner in the travel direction of the paper web PR. The
distance from the reel change station is adjusted by means of
predetermined parameters in the following position controlied manner:
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A — f (nk)!
E = f (n;), and
L = f (ny), In which
— the initial reeling
= distance
final reeling

set of parameters
parameters used in the initial reeling A

parameters used in determining the distance E
parameters used in the final reeling L,

3 T X oS rm>»
1

wherein the parameters (k, m, I) equal the set of parameters n or
subsets of the set of parameters n, wherein n contains at least the
following parameters: web speed of the paper web, web tension of the
paper web, nip contact force, diameter of the paper reel.

By means of the firs nip contact, a so-called reeling nip is established,
by means of which the quality of the paper reel that is being formed is
substantially affected. The second nip contact N2 and thus the second
press device arrangement 11 are arranged to be used at the final stage

of the reeling up process to discharge air from between the paper web
layers.
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Claims:

1. A method in a reeling process of a paper web, in which

5 - a paper web (PR) is continuously reeled around an
exchanéééble reeling core (10) rotating with respect to the
frame (16) of a reel-up applying the reeling process,

— the paper web (PR) is guided to a reeling core (10) via a roll
assembly (T),

10 - a first press device arrangement (8) is arranged to move
with respect to the frame (16) of the reel-up,

— by means of the first press device arrangement (8) a first
nip contact (N1) is maintained to the paper web (PR) that is
being formed on the reeling core, and the first press device

15 arrangement (8) is transferred with respect to the frame (16)
of the reel-up,

— Dy maintaining the nip contact (N1) established by the first
press device arrangement (8), the paper reel (5) formed on
the reeling core (10) is brought into a second nip contact

20 (N2) with the second press device arrangement (11),

~ the section of the roll assembly (T) before the first press
device arrangement (8) and the first press device
arrangement (8) are formed as separate units,

— the paper web (PR) is guided via the roll assembly (T)

25 immediately into nip contact (N1) in the first press device
arrangement (8),

~ the paper reel (5) that is being formed and the first press
device assembly are transferred as a combination
substantially in the travel direction of the paper web (PR) in

30 a position controlied manner,

characterized in that

— the roll assembly (T) that guides the paper web (PR)
35 Immediately into nip contact (N1) in the first press device

arrangement (8) Is stationary with respect to the frame (16)
of the reel-up.

AMENDED SHEET
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2. The method according to claim 1, characterized in that the wrap
angle exerted on the paper web (PR) by a spreader roll (6) belonging
1o the roll assembly (T), is kept substantially constant.

P . gy - e g

3. The method according to claim 1 or ‘2, characterized in that at
least one guide roll (7a) belonging to the roll assembly (T) is placed
between the spreader roll (6) and the first press device arrangement
(8).

10
4. The method according to claim 1, characterized in that the reeling

core storage (2) is positioned substantially on top of the roll assembly
(T), substantially on the horizontal plane, on which the fulcrum of the
reeling core (10) is transferred during the reeling process.

15
S. The method according to any of the claims 1 to 4, characterized in

that in addition to the travel direction of the paper web, the first press
device arrangement (8) is also transferred in the vertical direction.

20 6. The method according to any of the claims 1 to 5, characterized in
that a second press device arrangement (1 1) Is arranged to receive the
paper reel (5) formed on the reeling core from a direction opposite to
the direction of motion of the paper reel (5).

25 7. The method according to claim 1, characterized in that the nip
contact (N1, N2) is established by the first (8) and/or second (11) press
device arrangement vertically right below the fulcrum of the reeling

30 8. The method according to claim 1 or 8, characterized in that the
reeling core (10) is equipped with a centre-drive (9, 12) and that the

second press device arrangement (11) is used in the discharge of air at
the final stage of the reeling up process.

35 9. The method according to claim 1, 6 or 8, characterized in that the
first (8) and the second (11) press device arrangements are utilized to

AMENDED SHEET
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maintain a double nip contact for a set period of time in connection with
the change of the nip contacts (N1; N2).

10. The method according to claim 1, characterized in that the first
S  press device arrangement (8) is mechanically connected to the reeling

carriage (4) of the reeling core (10) to follow the motion of the reeling
carriage (4).

11. The method according to claim 1, characterized in that the first
10 press device arrangement (8) is transferred along with the reeling

carriage (4) of the reeling core (10) by means of independent position
control.

12. The method according to claim 1, 6 or 8, characterized in that the

15 first drive (9) of the reeling core (10) and the first fixing jaws (4a), or the
like, are positioned in connection with the reeling carriage (4) and the
second drive (12) and the second fixing jaws (14), or the like, are
positioned in connection with the second press device arrangement
(11) in the stationary final reeling station (LR).

20
13. The method according to claim 1, characterized in that the first

press device arrangement (8) is used to load the paper reel (5) formed
on the reeling core (10).

25 14. The method according to any of the claims 1 to 13, characterized
in that

A)  the reeling core (10) is placed in connection with the first fixing

jaws (4a) in the reeling carriage (4) in the reel change station

30 (RV) when the paper web runs without touching the reeling core
(10),

B) the reeling core (10) is brought to the web speed of the paper

web (PR) by means of the first drive (9), and the paper web (PR)
35 IS brought in connection with the reeling core (10) by means of
the first press device arrangement (8),
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C) the paper web (PR) is cut, the cut end of the paper web is guided
to the reeling core (10), and the reeling up process is started,

D)  the first nip contact (N1) is maintained by means of the first press
5 device arrangement (8),

E)  the paper reel (5) that is being formed is transferred in a position
controlled manner substantially in the travel direction of the
paper web (PR),

10

F)  the paper reel (5) that is being formed is brought into the second

nip contact (N2) with the second press device arrangement,

G) the reeling core (10) is placed in contact with the second
15 stationary fixing jaws (14), and the first fixing jaws (4a) are
detached,

H) the first drive (9) of the reeling core (10) is replaced with a
second drive (12),
20
) the reeling carriage (4) and the first press device arrangement
(8) are returned to receive a new reeling core (3a) according to
the stage A),

25 J) the full paper reel is stopped after the reel change by utilizing the
deceleration of the second drive (12),

K)  the full paper reel is removed from the reel-up.

30  15. The method according to claim 14, characterized in that the first
press device arrangement (8) is returned to the reel change station
(RV) in the horizontal direction, wherein the paper web (PR) is guided
to travel below the reeling carriage (4) to be returned and above the

first press device arrangement (8).
35

16. The method according to claim 14, characterized in that the initial
reeling is conducted in the reel change station (RV) by keeping the
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reeling core (10) stationary with respect to the frame (16) of the reel-
up, that the final reeling is conducted in connection with the second
press device arrangement (11) in the final reeling station (LR) by
keeping the reeling core (10) stationary with respect to the frame (16)
5 of the reel-up, and that the paper reel (5) that is being formed is

transferred in a position controlled manner in the travel direction of the
paper web between the initial reeling and the final reeling.

17. The method according to claim 1, characterized in that the

10  distance from the reel change station (RV) is adjusted according to
predetermined parameters in the following position controlied manner:

f (M),
f(nosand

f (nm), in which

A
E
15 L

initial reeling

distance

final reeling

set of parameters

parameters used in the initial reeling A
parameters used in determining the distance E
parameters used in the final reeling L,

20

A
E
L
N
K
|
M

25  wherein the parameters (k, m, I} equal the set of parameters n or
subsets of the set of parameters n, wherein n contains at least the
following parameters: web speed of the paper web, web tension of the
paper web, nip contact force, diameter of the paper reel.

30 18. The method according to claim 1, characterized in that a reeling
core storage (2) is arranged, the paper reel (5) that is being formed is
transferred in the longitudinal direction of the reel-up, and the paper
reel (5) is stopped on the same horizontal plane.

35 19. The method according to claim 1, characterized in that the ful
paper reel on the reeling core (10) is maintained in the second nIp
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contact (N2) with the second press device arrangement (11), wherein

the rotation of the full paper reel is stopped.

20. A reel-up in which

- E v o AT A e

- a paper web (PR) is arranged to be reeled continuously

around an exchangeable reeling core (10) rotating with
respect to the frame (16) of the reel-up and is connected to
a reeling carriage (4) or the like, comprising

- a roll assembly (T) via which the paper web (PR) is
arranged to be guided to the reeling core (10),

— a first (8) and a second (11) press device arrangement,
which are arranged to establish a first (N1) and a second
(N2) nip contact with the paper reel that is reeled on the
reeling core (10),

— a reeling core storage (2), and

— drive devices (9, 12) for rotating the reeling core (10),
wherein

— the reeling core (10) and the paper reel (5) reeled thereon
are arranged to be transferred in the longitudinal direction of
the reel-up, maintaining a nip contact (N1) with the first
press device arrangement, in contact with the second press
device arrangement (11),

— the section of the roll assembly (T) before the first press
device arrangement, and the first press device arrangement
(8) are formed as separate units,

— the first press device arrangement (8) is arranged to directly
receive the paper web passed from the roll assembly,

— the first drive device of the reeling core (10) is connected to
the reeling carriage (4) to rotate the paper reel (5) that is
being formed when the paper reel (5) that is being formed
and the first press device arrangement (8) are transferred
as a combination in the longitudinal direction of the reel-up,
and

— the second press device arrangement (11) is provided with

a second drive device (12) which is arranged to be used at
the final stage of the formation of the paper reel (5),
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characterized in that

~ the roll assembly (T) is formed stationary with respect to the
5 frame (16) of the reel-up. |

. e ™ ° g .

21. The reel-up according to claim 20, characterized in that the
second drive device (11) is provided with a fixing jaw arrangement (14)

10 for fixing the reeling core (10) in connection with the second press
device arrangement (11).

22. The reel-up according to claim 20, characterized in that on both
sides of a spreader roll (6) belonging to the roll assembly (T) there are

15 guide rolls (7a, 7b) stationary with respect to the frame (16) of the reel-
up, to maintain the wrap angle exerted by the spreader roll (6) on the
paper web (PR) constant.

23. The reel-up according to claim 20, characterized in that the

20  reeling core storage (2) is placed on top of the roll assembly (T), and
substantially on the horizontal plane, on which the fulcrum of the
reeling core (10) moves during the reeling process.

24. The reel-up according to claim 20, characterized in that the first

25 press device arrangement (8) is arranged substantially in such a
manner with respect to the paper reel (5) that is being formed, that the
first nip contact (N1) is formed below the fulcrum (KK) of the reeling
core (10), preferably close by or in touch with the vertical line which
travels via the fulcrum (KK) of the reeling core (10).

30
25. The reel-up according to claim 20, characterized in that the
second press device arrangement (11) is placed in such a manner that
Is establishes the second nip contact (N2) from a direction opposite to
the direction of motion of the paper reel (5) that is being formed.

35

26. The reel-up according to claim 20, characterized in that
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— the reeling carriage (4) is supported to move on the support
of a guide assembly (17) stationary with respect to the

frame (16) of the reel-up, that
— the reeling carriage (4) comprises a first drive device (9),
5 that _ __ |
— the reeling carriage (4) is provided with fixing jaws (4a) for
| fixing the reeling core (10) in connection with the reeling
carriage, and that _
— the first press device arrangement (8) establishing the first
10 nip contact (N1) is arranged to move along with the reeling
carriage (4) by means of at least one actuator (21, 22).

27. The reel-up according to claim 20 or 26, characterized in that for
the first press device arrangement (8) two actuators (21, 22) are
15 arranged, of which the first actuator (21) is arranged to transfer the first
press device arrangement (8) in the longitudinal direction of the reel-
up, I.e. substantially in the horizontal direction, and the second actuator
(22) substantially in a direction perpendicular to the longitudinal
direction of the reel-up, i.e. substantially in the vertical direction.

20
28. The reel-up according to claim 20 or 26, characterized in that the
reeling carriage (4) and the first press device arrangement (8) are
provided with separate actuators (18: 21) to transfer them as a
combination in the longitudinal direction of the frame (16) of the reel-
25  up.

29. The reel-up according to claim 20 or 26, characterized in that the

reeling carriage (4) and the first press device arrangement (8) share an

actuator for transferring them as a combination in the longitudinal
30  direction of the reel-up.

30. The reel-up according to any of the claims 20 or 27 to 29,
characterized in that the first press device arrangement (8) is provided
with a preferably vertical guide arrangement to transfer the first press
35  device arrangement (8) by means of a second actuator 22 along with
the paper reel (5) that is being formed in the vertical direction with
respect to a structural part (reeling carriage (4) or the auxiliary frame
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(19) of the first press device arrangement (8), travelling along with the

reeling carriage).

31. The reel-up according to claim 20, characterized in that the
S  second press device arrangement (11) is arranged to move by means

of an actuator (24) with respect to the frame of the reel-up in the guide
arrangement (23) located in connection with the frame.

32. The reel-up according to claim 20, characterized in that there is a

10 computer (25) in connection with the reel-up, which is arranged to
guide the actuators of the reeling carriage (4) and actuators of the first

(8) and the second (11) press device arrangement.
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