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Description

[0001] The present invention relates to a peripheral
rewinding machine and relative rewinding method for the
production of rolls or logs of web material, such as paper
and the like, on a tubular support or core.

[0002] In a peripheral rewinding machine of the type
to which the invention refers, the roll is wound around a
tubular core which is set in rotation between a group of
three rollers that act on the periphery of the roll being
formed, and the speeds of which are kept constant and
equal during the winding cycle.

[0003] Such a winding machine is disclosed in EP 0
853060, which is regarded as closest prior art.

[0004] The group of three motorized rollers forms a
space of variable size so that the three rollers are always
in contact with the roll being formed, as the roll increases
in diameter. Two of the three rollers are placed at a fixed
distance, so as to define a gap, through which the core
is inserted, and in which the web material travels, whilst
the third roller or pressure roller is movable to allow the
diameter of the roll to increase and the roll to be expelled
at the end of winding.

[0005] In these rewinding machines the so-called
changeover stage is important, that is insertion of a new
core in the winding space, accompanied by a special
inserter, and discharge of the completed log, following
severing of the web material.

[0006] This severing is obtained in various ways ac-
cording to the prior art, generally requiring sudden chang-
es in the speed of two of the three winding rollers.
[0007] According to some known methods, the speed
change of said rollers alone, which is naturally of rather
a large entity, causes tensioning and tearing of the web
of paper following nipping thereof against the roller along
which it is fed, nipping which can take place by means
of a new core which is inserted in the winding space.
After severing of the web of paper, entry of the new core
into the winding space and discharge of the formed log
take place through differences in speed between the two
input rollers and the two output rollers, respectively.
[0008] As stated previously, this method of severing
the paper requires large variations in speed between the
rollers, and in particular strong accelerations of the pres-
sure roller, which cause stress on the structure of the
machine. Moreover, such methods make it difficult to sev-
er the web material on a same perforated line.

[0009] Other systems use true cutting blades that cut
the web at the end of winding and require complicated
actuating mechanisms. Moreover, they are not very flex-
ible in that they are tied to carrying out the cut on well-
defined lengths of web material.

[0010] The object of the invention is to eliminate the
drawbacks of the solutions of the prior art, and therefore
to provide a rewinding machine and a rewinding method
that are reliable, simple to create and ensure precise cut-
ting of the web material.

[0011] This object is achieved with the rewinding ma-
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chine according to the invention having the characteris-
tics of appended independent claim 1 and with the re-
winding method having the characteristics of appended
independent claim 8.

[0012] Preferred embodiments of the invention are ap-
parent from the dependent claims.

[0013] Substantially, according to the invention, a
blade carried by a rotating member pivoted on the axis
of the roller around which the web material is wound and
rotating in the same direction as said roller is provided.
[0014] The rotating member is actuated when the log
is in the completion stage at a speed equal to or substan-
tially similar to that of the web material, to be subsequent-
ly slowed or accelerated when it is inside the winding
space, to cause tensioning and severing of the material.
Normally severing of the material takes place along aline
of perforation thereof.

[0015] Further characteristics of the invention will be
made clearer by the detailed description that follows, re-
ferring to a purely exemplary and therefore non-limiting
embodiment thereof, illustrated in the appended draw-
ings, in which:

Figure 1 is a schematic side view of the basic ele-
ments of the rewinding machine according to the in-
vention;

Figures 1A to 6A are views like that in Figure 1, il-
lustrating successive stages of the winding cycle ac-
cording to a first embodiment of the invention;

Figures 1B to 6B are views like that in Figure 1, il-
lustrating successive stages of the winding cycle ac-
cording to a second embodiment of the invention.

[0016] With reference to said figures, for now in par-
ticular to Figure 1, which schematically illustrates a few
more elements of the machine, a brief description of said
elements will be made.

[0017] In the description that follows reference will be
made in the singular to the elements shown in the draw-
ings, it nevertheless being obvious that many of them,
such as the arms and levers, are disposed in pairs, at
the two sides of the machine.

[0018] In the appended figures, W designates a web
material, in particular paper, which is unwound from a
large-sized roll, not shown, and, travelling in the direction
of the arrow F, is suitably tensioned by rollers R1 and R2
and wound around a first winding roller A, to be rewound
in rolls or logs 1, of a considerably smaller diameter,
around a central core 2.

[0019] The first winding roller A is associated with a
second winding roller B, which defines therewith a gap
3, through which the cores 2 are inserted.

[0020] The width of the gap 3 is constant during oper-
ation of the machine and not greater than the diameter
of the core so that the latter enters the gap with slight
forcing.
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[0021] One of the two rollers A, B, in the example
shown the first winding roller A, is supported by a mobile
arm 4, schematised in the figure, pivoted at 5, to adjust
the width of the gap 3 to the diameter of the core 2 which
is used.

[0022] The group of three winding rollers is completed
by athird roller C, also called a pressure roller, supported
by an arm 6 movable around a fulcrum 7, according to a
predetermined law of motion, to allow the roll 1 to be
increased in diameter and discharged at the end of wind-
ing.

[0023] Upstream of the gap 3 a feed slide 8 is provided
for the cores 2 and a core inserting device comprising
idler rollers 9 carried at the end of an arm 10 pivoted at
11. The arm 10, which in the appended figures has been
schematised with a segment of straight line, in fact has,
in a per se known manner, a beak shape so as to push
the core 2 into the winding space without interfering with
the winding roller B.

[0024] A rotating member 14 carrying a blade 15 pro-
truding beyond the profile of the roller A is pivoted on the
axis X of the first winding roller A. The member 15 has
been called and will henceforth be called a blade, in that
it causes severing of the web material, as will be ex-
plained below, but in fact it may not have, and preferably
does not have, knife-type cutting edges.

[0025] The rotating member 14 is driven in rotation in
the same direction as the roller A, which is anticlockwise
in the appended figures, and is motorized separately by
means of a belt drive 16 actuated by a motorized wheel
17 and passing round a tensioning roller 18. Obviously
other actuating means can be provided for the rotating
member 14, such as, for example, chains, gears and the
like.

[0026] Operation of the machine according to two dif-
ferent embodiments, shown respectively in Figures 1A
to 6A and 1B to 6B will now be illustrated, using in both
cases the same reference numerals to designate like or
similar parts.

[0027] In the embodiment according to Figures 1A to
6Athe blade 15 has a concave shape toward the outside,
substantially a very wide V shape, with the first leg, in
the direction of rotation, longer than the other and less
inclined with respect to the tangent to the winding roller A.
[0028] Figure 1Aillustrates the configuration of the ma-
chine during winding of the roll 1, with the blade 15 in the
resting position, that is with the rotating member 14 at a
standstill. In this condition, the three rollers A, B, C all
rotate at a constant and substantially the same speed, a
speed which corresponds to the feeding speed of the
web material.

[0029] In Figure 2A the machine is near the changeo-
ver, that is about at the end of winding of roll 1, when
said roll is about to be discharged and a new core 2 must
be inserted.

[0030] In this stage the blade 15, together with the ro-
tating member 14 is setin rotation by the motorized wheel
17 and the belt drive 16 in the same direction of rotation
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as roller A, indicated by the arrow F 1 in the appended
figures.

[0031] After an initial acceleration stage, the blade 15
reaches the same speed, or a very similar speed, as that
of the web material W.

[0032] In the stage illustrated in Figure 3A, the blade
15, which travels at substantially the same speed as that
of the web material W, has slightly raised the material W
from the profile of the winding roller A and is accompa-
nying it into the winding space. Again in this stage, the
core inserting arm 10 begins to rise to bring a new core
2 into the gap between the two rollers A, B.

[0033] In Figure 4A the log 1 is practically completed
and severing of the web material is taking place. In this
stage the pressure roller C has begun an acceleration
stage, and the bottomroller B is possibly slowed, causing
the roll 1 to move toward the outlet from the winding
space.

[0034] Atthe same time, or with slight staggering with
respect to the acceleration of the pressure roller C, the
blade 15 is slowed, so that the web material W has to
slide on the contact edge 15’ of the blade 15. In this sit-
uation, a transverse line of perforation of the web material
comes to pass on the point of contact 15’ with the blade
15, and tensioning of the web material due to acceleration
of the pressure roller C causes such a lengthening as to
cause separation of the material at said line of perfora-
tion, as shown in Figure 5A.

[0035] Itcan be advantageous for the blade 15 to have
a high coefficient of friction, at least at the point of contact
15’ with the web material W, so as to facilitate severing
of the web material.

[0036] However, depending upon the types of material
to be wound, the various types of perforations adopted
or even the lack of perforations on the web material, the
blade 15 can assume different configurations, for exam-
ple with a continuous edge, serrated, or the like.

[0037] Coming back to Figure 5A, it can be noted that
a new core 2, on which an adhesive has previously been
spread, comes into contact with the already separated
web material W, beginning to wind it on itself, thus starting
formation of a new roll 1, which is moved into the winding
space by a possible difference in speed between the roll-
ers A and B, the latter having previously been deceler-
ated.

[0038] This situation is shown in Figure 6A, where the
formed log has been expelled and a new log being formed
is entering the winding space. The blade 15 is moving
into the resting position and the core inserting arm 10 is
going back to pick up a new core, to start a new winding
cycle, and the three rollers A, B, C begin to rotate again
at the same speed.

[0039] In the embodiment illustrated in figures 1B to
6B the same series of stages is shown as in figures 1A
to 6A of the first embodiment, therefore they will not be
described in detail.

[0040] The substantial difference of this second em-
bodiment with respect to the first lies in the fact that the
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blade 15 is accelerated instead of decelerated to cause
separation of the web material W.

[0041] Forthispurpose,inthiscasethe blade 15, made
of a material with a high coefficient of friction, is advan-
tageously given a convex profile toward the outside.
[0042] Inthe situation in Figure 4B, the acceleration of
the blade 15 with the strong grip on the portion of web
material W nipped by the new core 2 against the upper
winding roller A, causes a further stretching of the web
material and thus severing along the line of perforation
between the core being inserted and the blade.

[0043] Of course the invention is not limited to the par-
ticular embodiments previously described and illustrated
in the appended drawings, but numerous changes of de-
tail within the reach of a person skilled in the art can be
made thereto, without thereby departing from the scope
of the invention, as defined by the appended claims.

Claims

1. A peripheral rewinding machine for the production
of logs (1) of web materials (W) on tubular cores (2),
comprising a first winding roller (A), on which the
web material (W) is wound, a second winding roller
(B) defining with the first winding roller (A) a gap (3),
through which the new core (2) is inserted, a third
roller or pressure roller (C) mounted movably to allow
the diameter of the log (1) to increase and the log to
be discharged at the end of winding, means for sev-
ering the web material (W) at the end of winding and
means for inserting a new core (2), wherein said
means for severing the web material (W) comprise
a blade (15) carried by a rotating member (14) piv-
oted on the axis (X) of said first winding roller (A) and
protruding from the profile of said roller (A), charac-
terized in that actuating means are provided such
as to cause the blade (15) to rotate at different
speeds inthe same direction of rotation as said wind-
ing roller (A), such as to impart a change in speed
to the blade when the latter is in contact with the web
material (W) in the winding space bed defined by the
three rollers (A, B, C).

2. Arewinding machine according to claim 1, charac-
terized in that said blade (15) has at least one coat-
ing of a material with a high coefficient of friction,
such asto provide a strong grip with the web material
(W).

3. Arewinding machine accordingto claim 1 or 2, char-
acterized in that said actuating means for the blade
(15) give the blade a deceleration whenitisin contact
with the web material (W) in the winding space, so
as to cause severing of the web material (W) be-
tween the point of contact of the web material with
the blade and the log in the expulsion stage.
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4.

10.

11.

Arewinding machine according to claim 1 or 2, char-
acterized in that said actuating means for the blade
give the blade an acceleration when it is in contact
with the web material (W) in the winding space, so
as to cause severing of the web material between
the point of nipping of the web material caused by
the contact of a new core (2) with the winding roller
(A) and the point of contact (15’) of the blade with
the web material (W).

A rewinding machine according to any one of the
preceding claims, characterized in that said web
material (W) comprises predefined transverse lines
of perforation along which severing of the web ma-
terial takes place.

A rewinding machine according to any one of the
preceding claims, characterized in that means are
provided to accelerate said pressure roller (C) and
possibly to decelerate said second winding roller (B)
during severing of the web material (W).

A rewinding machine according to any one of the
preceding claims, characterized in that said means
for driving the blade (15) are independent from the
drive means of said first winding roller (A).

A method for producing logs (1) of web materials,
such as paper and the like, in which the web material
(W) is fed along a first winding roller (A) and wound
around a tubular core (2) set in rotation in a winding
space defined by said first winding roller (A), a sec-
ond winding roller (B) and a pressure roller (C), and
in which said web material (W) is severed at the end
of winding of a log (1), characterized in that said
severing takes place by means of ablade (15) carried
by a rotating member (14) pivoted on the axis (X) of
said first winding roller (A) and rotating at different
speeds, characterized in said blade (15) protruding
from the profile of said first winding roller (A) and
undergoing a change in speed when it is in contact
with the web material (W) in said winding space.

A method according to claim 8, characterized in
that said blade (15) has a high coefficient of friction,
so as to cause a strong grip on said web material (W).

A method according to claim 8 or 9, characterized
in that said blade (15) undergoes a deceleration
when it is in contact with said web material (W) in
the winding space, so a to cause severing of the web
material between the point of contact of the blade
with the web material and the log (1) in the expulsion
stage.

A method according to claim 8 or 9, characterized
in that said blade (15) undergoes an acceleration
when it is in contact with said web material (W) in
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the winding space so as to cause severing of the
web material between the point of nipping of the web
material determined by the contact of a new core
with said first winding roller (A), and the point of con-
tact (15) of the blade (15) with the web material.

A method according to any one of claims 8 to 11,
characterized in that said severing of the web ma-
terial takes place along one of the predefined trans-
verse lines of perforation on the web material.

A method according to any one of claims 8 to 12,
characterized in that an acceleration of the pres-
sure roller (C) and a possible deceleration of a sec-
ond winding roller (B) are provided during the stage
of severing of said web material (W).

A method according to any one of claims 8 to 13,
characterized in that said blade (15) is actuated
independently from said first winding roller (A).

Patentanspriche

1.

Peripherische Umrolimaschine fir die Herstellung
von Blocken (1) aus Gewebe (W) auf Hohlkernen
(2), umfassend eine Aufwickelwalze (A), auf die das
Gewebe (W) aufgewickelt wird, eine zweite Aufwik-
kelwalze (B), die mit der ersten Aufwickelwalze (A)
einen Zwischenraum (3) bildet, in den der neue Kern
(2) eingefiihrt wird, eine dritte oder Druckwalze (C),
welche beweglich montiertist, so dass sich der Block
(1) im Umfang vergréRern und nach Abschluss des
Aufwickelns ausgestof3en werden kann, Vorrichtun-
gen zur Abtrennung des Gewebes (W) nach Ab-
schluss des Wickelprozesses und zur Einflhrung ei-
nes neuen Kerns (2), wobei die Vorrichtung zur Ab-
trennung des Gewebes (W) eine Klinge (15) enthélt,
die von einem auf der Achse (X) der ersten Aufwik-
kelwalze (A) drehbar montierten rotierenden Aufsatz
(14) getragen wird und tUber den Rand der Aufwik-
kelwalze (A) hinausragt, dadurch gekennzeichnet,
dass eine Antriebsvorrichtung vorgesehen ist, wel-
che dafir sorgt, dass sich die Klinge (15) mit unter-
schiedlicher Geschwindigkeit in der gleichen Rich-
tung wie die Aufwickelwalze (A) dreht und sich die
Drehgeschwindigkeit der Klinge dann &ndert, wenn
diese mitdem Gewebe (W) in dem von den drei Wal-
zen (A,B,C) gebildeten Aufwickelbereichslager in
Kontakt ist.

Umrollmaschine nach Anspruch 1, dadurch ge-
kennzeichnet, dass die Klinge (15) mindestens ei-
ne Beschichtung mit einem Material von hohem Rei-
bungskoeefizient hat, um feste Griffigkeit mit dem
Gewebe (W) zu gewabhrleisten.

Umrolimaschine nach Anspruch 1 oder 2, dadurch
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gekennzeichnet, dass die Antriebsvorrichtung fur
die Klinge (15) die Klinge verlangsamt, wenn sie im
Aufrollbereich mit dem Gewebe (W) in Kontakt ist,
so dass das Gewebe (W) an einer Stelle zwischen
dem Kontaktpunkt des Gewebes mit der Klinge ei-
nerseits und dem Block in der AusstoRphase ande-
rerseits abgetrennt wird.

Umrollmaschine nach Anspruch 1 oder 2, dadurch
gekennzeichnet, dass die Antriebsvorrichtung fir
die Klinge (15) die Klinge beschleunigt, wenn sie im
Aufrollbereich mit dem Gewebe (W) in Kontakt ist,
so dass das Gewebe an einer Stelle zwischen dem
Knickpunkt im Gewebe, verursacht durch den Kon-
takt eines neuen Kerns (2) mit der Aufwickelwalze
(A), und dem Kontaktpunkt (15’) der Klinge mit dem
Gewebe (W) abgetrennt wird.

Umrollmaschine nach einem der vorhergehenden
Anspriiche, dadurch gekennzeichnet, dass das
Gewebe (W) vorgegebene querlaufende Perforie-
rungslinien aufweist, entlang welcher das Gewebe
abgetrennt wird.

Umrollmaschine nach einem der vorhergehenden
Anspriiche, dadurch gekennzeichnet, dass eine
Vorrichtung vorgesehen ist, die zum Zeitpunkt des
Abtrennens des Gewebes die Druckwalze (C) be-
schleuninigt und evtl. die zweite Aufwickelwalze (B)
verlangsamt.

Umrollmaschine nach einem der vorhergehenden
Anspriiche, dadurch gekennzeichnet, dass die
Antriebsvorrichtung fiir die Klinge (15) unabhéngig
ist von der Antriebsvorrichtung fur die Aufwickelwal-
ze (A).

Verfahren zur Herstellung von Bldocken (1) aus Ge-
webe, wie z.B. Papier und &hnlichem, wobei das Ge-
webe (W) an der ersten Aufwickelwalze (A) entlang
gefuhrt und um einen Hohlkern (2) gewickelt wird,
welcher in einem Aufwickelbereich, gebildet von der
ersten Aufwickelwalze (A), einer zweiten Aufwickel-
walze (B) und einer Druckwalze (C), in Drehung ge-
bracht und in der das Gewebe (W) nach Beendigung
des Wickelns eines Blockes (1) abgetrennt wird, da-
durch gekennzeichnet, dass das Abtrennen mit-
tels einer Klinge (15) erfolgt, die von einem auf der
Achse (X) der ersten Aufwickelwalze (A) drehbar an-
geordneten rotierenden Aufsatz (14) getragen wird
und die sich mit unterschiedlicher Geschwindigkeit
dreht, dadurch gekennzeichnet, dass die Klinge
(15) Uber den Rand der ersten Aufwickelwalze (A)
hinausragt und sich die Drehgeschwindigkeit der
Klinge (15) &ndert, wenn sie im Aufwickelbereich mit
dem Gewebe (W) in Kontakt ist.

Verfahren nach Anspruch 8, dadurch gekenn-
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zeichnet, dass die Klinge (15) einen hohen Rei-
bungskoeffizient besitzt, wodurch starke Griffigkeit
mit dem Gewebe (W) gewahrleistet wird.

Verfahren nach Anspruch 8 oder 9, dadurch ge-
kennzeichnet, dass die Klinge (15) sich verlang-
samt, wenn sie im Aufrollbereich mit dem Gewebe
(W) in Kontakt ist, wodurch das Gewebe an einer
Stelle zwischen dem Kontaktpunkt der Klinge mit
dem Gewebe einerseits und dem Block (1) in der
Ausstol3phase andererseits abgetrennt wird.

Verfahren nach Anspruch 8 oder 9, dadurch ge-
kennzeichnet, dass sich die Klinge (15) beschleu-
nigt, wenn sie im Aufwickelbereich mit dem Gewebe
(W) in Kontakt ist, wodurch das Gewebe an einer
Stelle zwischen dem Knickpunkt im Gewebe, verur-
sacht durch den Kontakt eines neuen Kerns mit der
ersten Aufwickelwalze (A) einerseits, und dem Kon-
taktpunkt (15) der Klinge (15) mit dem Gewebe an-
dererseits abgetrennt wird.

Verfahren nach einem der Anspriche 8 bis 11, da-
durch gekennzeichnet, dass das Abtrennen des
Gewebes entlang einer der im Gewebe vorgesehe-
nen querlaufenden Perforierungslinien erfolgt.

Verfahren nach einem der Anspriiche 8 bis 12, da-
durch gekennzeichnet, dass fur die Phase des Ab-
trennens des Gewebes (W) eine Beschleunigung
der Druckwalze (C) und evtl. eine Verlangsamung
einer zweiten Aufwickelwalze (B) vorgesehen sind.

Verfahren nach einem der Anspriiche 8 bis 13, da-
durch gekennzeichnet, dass die Klinge (15) unab-
hangig von der ersten Aufwickelrolle (A) in Betrieb
gesetzt wird.

Revendications

Enrouleuse a entrainement périphérique pour la pro-
duction de cylindres (1) de matériaux en bande (W)
sur des mandrins tubulaires (2), comprenant un pre-
mier rouleau d’enroulement (A), sur lequel le maté-
riau en bande (W) est enroulé, un deuxieme rouleau
d’enroulement (B) définissant avec le premier rou-
leau d’enroulement (A) un espace (3), au travers du-
quel le nouveau mandrin (2) est inséré, un troisieme
rouleau ou rouleau de pression (C) monté de ma-
niére amovible pour permettre au diamétre du cylin-
dre (1) d’augmenter et au cylindre d'étre retiré a la
fin de I'enroulement, des moyens de découpage du
matériau en bande (W) a la fin de I'enroulement et
des moyens d’insertion d’un nouveau cylindre (2),
dans laquelle lesdits moyens de découpage du ma-
tériau en bande (W) comprennent une lame (15)
transportée par un élément rotatif (14) qui entre en
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rotation sur I'axe (X) dudit premier rouleau d’enrou-
lement (A) et faisant saillie du profil dudit rouleau
(A), caractérisée en ce que des moyens d’action-
nement sont pourvus de maniere a provoquer la ro-
tation de lalame (15) a des vitesses différentes dans
la méme direction de rotation que ledit rouleau d’en-
roulement (A), de maniére a imprimer un change-
ment de vitesse a la lame quand cette derniere et
au contact du matériau en bande (W) dans I'espace
d’enroulement défini par les trois rouleaux (A, B, C).

Enrouleuse selon la revendication 1, caractérisée

en ce que ladite lame (15) présente au moins un
revétement d’'un matériau avec un coefficient de fric-
tion élevé, de maniére a fournir une bonne prise avec
la matériau en bande (W).

Enrouleuse selon la revendication 1 ou la revendi-
cation 2, caractérisée en ce que lesdits moyens
d’actionnement pour lalame (15) ralentissentlalame
guand elle est au contact du matériau en bande (W)
dans 'espace d’enroulement, de maniére a provo-
quer le découpage du matériau en bande (W) entre
le point de contact du matériau en bande avec la
lame et le cylindre dans I'étape d’expulsion.

Enrouleuse selon la revendication 1 ou la revendi-
cation 2, caractérisée en ce que lesdits moyens
d’actionnement pour la lame accélérent la lame
guand elle est au contact du matériau en bande (W)
dans 'espace d’enroulement, de maniere a provo-
quer le découpage du matériau en bande entre le
point de mise sous presse du matériau en bande
provoqué par le contact d'un nouveau cylindre (2)
avec le rouleau d’enroulement (A) et le point de con-
tact (15’) de la lame avec le matériau en bande (W).

Enrouleuse selon I'une quelconque des revendica-
tions précédentes, caractérisée en ce que ledit ma-
tériau en bande (W) comprend des lignes de perfo-
ration transversales prédéfinies le long desquelles
le découpage du matériau en bande se produit.

Enrouleuse selon I'une quelconque des revendica-
tions précédentes, caractérisée en ce que des
moyens sont pourvus pour accélérer ledit rouleau
de pression (C) et éventuellement pour ralentir ledit
deuxieme rouleau d’enroulement (B) au cours du dé-
coupage du matériau en bande (W).

Enrouleuse selon I'une quelconque des revendica-
tions précédentes, caractérisée en ce que lesdits
moyens d’entrainement de la lame (15) sont indé-
pendants des moyens d’entrainement dudit premier
rouleau d’enroulement (A).

Procédé de production de cylindres (1) de matériaux
en bande, tels que du papier et similaire, dans lequel
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le matériau en bande (W) est alimenté le long d’'un
premier rouleau d’enroulement (A) et enroulé autour
d’'un mandrin tubulaire (2) installé en rotation dans
un espace d'enroulement défini par ledit premier rou-
leau d’enroulement (A), un deuxiéme rouleau d’en-
roulement (B) et un rouleau de pression (C), et dans
lequel ledit matériau en bande (W) est découpé a la
fin de I'enroulement d'un cylindre (1), caractérisé
en ce que ledit découpage se produit au moyen
d’'une lame (15) transportée par un élément rotatif
(14) qui entre en rotation sur I'axe (X) dudit premier
rouleau d’entrainement (A) et tournant a des vites-
ses différentes, caractérisé en ce que ladite lame
(15) fait saillie du profil dudit premier rouleau d’en-
roulement (A) et subit un changement de vitesse
guand elle est au contact du matériau en bande (W)
dans ledit espace d’enroulement.

Procédé selon la revendication 8, caractérisé en
ce que ladite lame (15) présente un coefficient de
friction élevé, de maniére a provoquer une bonne
prise sur ledit matériau en bande (W).

Procédé selon la revendication 8 ou la revendication
9, caractérisé en ce que ladite lame (15) subit un
ralentissement quand elle est au contact du matériau
en bande (W) dans I'espace d’enroulement, de ma-
niére a provoquer le découpage du matériau en ban-
de entre le point de contact de la lame avec le ma-
tériau en bande et le cylindre (1) dans I'étape d’'ex-
pulsion.

Procédé selon la revendication 8 ou la revendication
9, caractérisé en ce que ladite lame (15) subit une
accélération quand elle est au contact du matériau
en bande (W) dans I'espace d’enroulement de ma-
niére a provoquer le découpage du matériau en ban-
de au point de mise sous presse du matériau en
bande déterminé par le contact d’'un nouveau man-
drin avec ledit premier rouleau d’enroulement (A), et
le point de contact (15’) de la lame (15) avec le ma-
tériau en bande.

Procédé selon I'une quelconque des revendications
8 a 11, caractérisé en ce que ledit découpage du
matériau en bande se produitle long d’'une deslignes
de perforation transversales prédéfinies sur le ma-
tériau en bande.

Procédé selon I'une quelconque des revendications
8 a 12, caractérisé en ce qu’' une accélération du
rouleau de pression (C) et un ralentissement possi-
ble d’un deuxieme rouleau d’enroulement (B) sont
pourvus au cours de I'étape de découpage dudit ma-
tériau en bande (W).

Procédé selon I'une quelconque des revendications
8 a 13, caractérisé en ce que ladite lame (15) est
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actionnée de maniére indépendante dudit premier
rouleau d’enroulement (A).
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