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Description

[0001] The present invention relates to a press brake
with automatically variable length bending tool.
[0002] Press brakes adapted to bend metal sheets by
exerting a pressure by means of a specific tool are known
in the prior art. The metal sheets to be bent may have
folded ends and different lengths. The bending tool must
be manually varied to adapt it to the various lengths of
the metal sheets.
[0003] JP-A-07100540 discloses a press brake ac-
cording to the preamble of claim 1.
[0004] With regards to the prior art, it is the object of
the present invention to provide a press brake with au-
tomatically variable length bending tool so as to adapt
the tool to the different lengths of the metal sheet.
[0005] In accordance with the present invention, said
object is achieved by a press brake for metal sheets as
defined in claim 1.
[0006] The features and advantages of the present in-
vention will be apparent from the following detailed de-
scription of a practical embodiment thereof, shown by
way of non-limitative example in the accompanying draw-
ings, in which:

figure 1 is a perspective view of a press brake with
automatically variable length bending tool in accord-
ance with the present invention;
figures 2-5 are front views of the press brake in figure
1, in which the bending tool takes different lengths
according to the length of the metal sheet to be bent;
figures 6-8 show first segments of the bending tool
in figure 1;
figures 9-10 show second segments of the bending
tool in figure 1 with a device for the insertion between
the first segments;
figures 11-14 show various steps of inserting a sec-
ond segment between the first segments of the bend-
ing tool in figure 1;
figures 15-19 show various steps for removing the
bending tool in figure 1 from a metal sheet with edges
folded inwards due to folds previously made in se-
quence on the sheet sides adjacent to the side being
bent.

[0007] Figures 1-19 show a press brake 1 with a vari-
able length bending tool 10 according to the present in-
vention. The bending tool 10 of press brake 1 comprises
a fixed length die 11 arranged on the lower part 2 of the
press brake along a longitudinal axis A and pressure
means 12 arranged on the upper part 3 of press brake 1
and opposite to die 11. The pressure means 12 are adapt-
ed to press the metal sheet 9 against die 11 to make a
bend on the metal sheet itself; the bending direction of
the sheet coincides with the longitudinal axis A.
[0008] The pressure means 12 are associated with a
device 100 for changing the length thereof, i.e. the lon-
gitudinal dimension thereof, so as to make it either slightly

smaller than or equal to the longitudinal dimension of the
metal sheet to be bent, i.e. so that the longitudinal dimen-
sion of the pressure means 12 corresponds to the longi-
tudinal dimension of the fold to be made on the metal
sheet 9. Pressure means 12 comprise a plurality of seg-
ments 13 sliding along an upper longitudinal guide 25
and shown in greater detail in figures 6 and 7; in particular,
guide 25 is hollow and each segment 13 is held in position
on guide 25 by the presence of an upper part 26 inserted
into the hollow guide 25. Each segment 13 comprises a
groove 130 so as to have one end 16 which may be ar-
ranged within a U-shaped fold of the edge of metal sheet
9 to be bent, Each segment 13 preferably comprises a
flat section 17 on the opposite side of groove 130 for
approaching to the next, adjacent segment 13 of the plu-
rality of segments 13.
[0009] Device 100 is adapted to drive the longitudinal
sliding of segments 13 along guide 25. Each segment 13
comprises a longitudinal through hole 18 for engaging
one of the half guides or longitudinal bars 14’, 14", ar-
ranged one after the other in the bending direction of the
metal sheet and longitudinally movable, and an actuator
19, which cooperate for the sliding of segment 13 along
guide 25.
[0010] The control device 100 comprises a processing
unit 200, arranged on the body of press brake 1 or spaced
therefrom, set by a user and adapted to control means
15 and actuators 19; each actuator 19 is individually con-
trolled by the processing unit 200 connected to the actu-
ator by means of wires. Unit 200 may control either all
the actuators 19 of segments 13 at the same time or only
one or some of them adapted to engage one of bars 14’,
14" for sliding on guide 25. In particular, each actuator
19 comprises a piston which is movable by means of a
cylinder (not shown in the figures) and may be inserted
into one of the holes 20 on bar 14’, 14". Once segment
13 has been blocked on bar 14’, 14", the bar itself may
be longitudinally moved so as to longitudinally slide one
of or all segments 13 (figure 8); movement means 15
controlled again by the central unit 200 allow to longitu-
dinally move the bars 14’, 14".
[0011] Bars 14’, 14" are preferably interrupted in the
longitudinal direction by a central empty space 30. All
elements 13 have equal length D and size.
[0012] The pressure means 12 comprise another plu-
rality of segments 21; the length of each segment 21 is
different from the other segments 21 of the plurality, i.e.
segments 21 have different lengths D1, D2..Dn. A single
segment 21 or several segments 21 may be inserted be-
tween segments 13; in particular, the insertion of one of
or more segments 21 occurs in the central space 30 of
the plurality of segments 13. Each segment 21 is either
shorter or longer than each segment 13. One or more
segments 21 are inserted between part or all of segments
13, if the metal sheet to be bent, in particular the part of
the metal sheet to be bent, has a length L which is not a
whole multiple of the length D of segment 13, i.e.
L=n*D+e, where "n" is an integer and "e" is a real number
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complementary to length L. In such as case, one or more
elements 21 should be inserted to cover the missing dis-
tance "e"; e.g. for a metal sheet of length L1, L1=n1*D+Dx
where "n1" is an integer and "Dx" is the length of a spe-
cially made segment 21.
[0013] Each segment 21 has a cross section of the
lower part equal to the cross section of the lower part of
segments 13 and is inserted into space 30 so as to be
longitudinally aligned with the other segments 13.
[0014] Each segment 21 is connected to movement
means 40 which allow it to be inserted into the central
space 30 or moved away from the central space 30. The
movement means 40, controlled by the unit 200 and bet-
ter seen in figures 9 and 10, comprise a plate 42 con-
nected to the upper part 3 of press brake 1, a motorized
rotation joint 44 and a motorized translation joint 41, 43;
plate 42 slides along longitudinal guides 48 integral with
the upper part 3 of press brake 1. The translation joint
41, 43 comprises an arm 41 connected to plate 42 by
means of the rotation joint 44 and a second motorized
arm 43, slidingly connected to the first arm 41 and con-
nected to segment 21; both the motorized rotation joint
44 and the motorized translation joint 41, 43 are control-
led by the central unit 200. Arm 41 may rotate on a plane
transversal to the bending direction of the metal sheet,
and arm 43 may translate either downwards or upwards
along arm 41. The movement means 40 shown on the
front of the press brake may also be arranged on the
back of the same press brake.
[0015] Figures 11-14 show the various steps in which
a segment 21 is inserted between the segments 13 in
the central space 30. Starting from a condition in which
segment 21 is spaced apart from space 30 (figure 11),
the central unit 200 controls a downward sliding move-
ment of arm 43 on arm 41 with a downward translation
of segment 21 (figure 12), a following rotation of arm 41
of a plane transversal to the bending direction of the metal
sheet until segment 41 is placed inside space 30, under-
neath the segments 13 (figure 13), and finally an upward
translation of segment 21 by means of the sliding move-
ment of arm 43 again on arm 41 until the upper end of
segment 21 is arranged within the hollow guide 25 and
abuts against the upper inner part of the hollow guide
itself (figure 14). The insertion position of segment 21 in
space 30 being reached, with the upper part inserted into
the hollow guide 25 and aligned with segments 13, is
indicated by a specific sensor 27 arranged on the inner
wall of the hollow guide 25 on which the upper part 26 of
segment 21 abuts.
[0016] Movement means 40, movement means 15 and
actuators 19 belong to device 100, which is adapted to
change the length, i.e. the longitudinal dimension, of the
pressure means 12. In particular, device 100 is adapted
to change the length of the pressure means 12 in accord-
ance with the length of the metal sheet 9, thus allowing
whether inserting one or more segments 21 or not, and
providing for moving some segments 13 in the longitudi-
nal direction from the central part 50 where the metal

sheet 9 to be bent is arranged.
[0017] For example, considering that the pressure
means 12 comprise eighteen segments 13 of length D
and three segments 21 of different lengths D1, D2 and
D3, different combinations are possible according to the
length of the metal sheet 9 to be bent, as shown in figures
2-5.
[0018] For example, if the length of the metal sheet,
i.e. the part of metal sheet to be bent, is L1=18*D+D2.
the situation shown in figure 2 will occur, in which seg-
ment 21 having length D2 is firstly inserted, by the move-
ment means 40 controlled by central unit 200, into the
central space 30 between the segments 13 of length D
equally arranged across segment 21, i.e, nine on one
side and nine on the other side with respect to segment
21. Segments 13 then move towards the segment 21
arranged in the central space 30 until segments 13 are
adjacent to segment 21, so that there are no interruptions
of the pressure means 12 for bending the metal sheet;
said movement is implemented by controlling all actua-
tors 19 of segments 13 for the connection to bars 14’,
14" and the following longitudinal movement of bars 14’,
14" towards the central space 30 by means of the move-
ment means 15 controlled by the central unit 200.
[0019] If the length of the metal sheet, i.e. the part of
the metal sheet to be bent, is L2=10*D+D2, the situation
shown in figure 3 will occur, in which segment 21 having
length D2 is firstly inserted, by the movement means 40
controlled by the central unit 200, into the central space
30 between segments 13 of length D equally across seg-
ment 21, Only ten segments 13 then move towards the
segment 21 arranged in the central space 30, i.e. five
segments carried by bar 14’ and five segments carried
by bar 14", until segments 13 are adjacent to segment
21, so that there are no interruptions of the pressure
means 12 for bending the metal sheet; said movement
is implemented by controlling actuators 19 of the only ten
segments 13 for the connection to bars 14’, 14" and the
following longitudinal movement of bars 14’, 14" towards
the central space 30 by means of the movement means
15 controlled by the central unit 200. Thereby, side inter-
ruptions 51, 52 are made in the plurality of segments 13
which are especially useful in the case of metal sheets
9 with folded edges.
[0020] If the length of the metal sheet, i.e. the part of
the metal sheet to be bent, is L3=3*D+D2, the situation
shown in figure 4 will occur, in which segment 21 having
length D2 is firstly inserted, by means of the movement
means 40 controlled by the central unit 200, into the cen-
tral space 30 between segments 13 of length D equally
arranged across segment 21. Only three segments 13
then move towards segment 21 arranged in the central
space 30, i.e. two segments carried by bar 14’ and a
segment carried by bar 14", until segments 13 are adja-
cent to segment 21; said movement is implemented by
controlling actuators 19 of the only three segments 13
for the connection to bars 14’, 14" and the following lon-
gitudinal movement of bars 14’, 14" towards the central
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space 30 by means of the movement means 15 controlled
by the central unit 200. The side interruptions 51, 52 are
again made in the plurality of segments 13.
[0021] If the length of the metal sheet, i.e. the part of
the metal sheet to be bent, is L4=2*D+D1 the situation
shown in figure 5 will occur, in which plate 42 firstly lon-
gitudinally translates on the upper part 3 of press brake
1 to reach the central space 30 and then segment 21
having length D1 is inserted by the movement means 40,
controlled by the central unit 200, into the central space
30 between the segments 13 of length D equally arranged
across segment 21. Only two segments 13 then move
towards the segment 21 arranged in the central space
30, i.e. one segment carried by bar 14’ and one segment
carried by bar 14", until the segments 13 are adjacent to
segment 21; said movement is implemented by control-
ling the actuators 19 of the only two segments 13 for the
connection to bars 14’, 14" and the following longitudinal
movement of bars 14’, 14" towards the central space 30
by means of the movement means 15 controlled by the
central unit 200. The side interruptions 51, 52 are again
made in the plurality of segments 13.
[0022] If the length of the metal sheet 9, i.e. the part of
the metal sheet to be bent, is L5=n5*D, i.e. the length of
the metal sheet is an exact multiple of the length D of
segment 13, only the necessary segments 13 will be
moved, i.e. six segments if n5=6, towards the central
space 30, i.e, three segments carried by bar 14’ and three
segments carried by bar 14", until the segments 13 car-
ried by a bar 14’, 14" are adjacent to the segments carried
by the other bar 14’, 14" to totally cover the central space
30; said movement is implemented by controlling the ac-
tuators 19 of the only six segments 13 for the connection
to bars 14’, 14" and the following longitudinal movement
of bars 14’, 14" towards the central space 30 by means
of the movement means 15 controlled by the central unit
200. The side interruptions 51, 52 are again made in the
plurality of segments 13.
[0023] If the edges of the metal sheet to be bent have
a sequence of U-shaped profile folds on the previously
bent adjacent sides, as shown in figure 15, the problem
of extracting the bending tool arises because of problems
of geometrical fitting. Firstly, the same operations as the
previous cases are carried out, i.e. considering a length
of the metal sheet 9 L9=6*D+D2, segment 21 having
length D3 is inserted, by means of the movement means
40 controlled by the control unit 200, into the central
space 30 between segments 13 of length D equally ar-
ranged across segment 21. Only six segments 13 then
move towards the segment 21 arranged in the central
space 30, i.e. three segments 13 carried by bar 14’ and
three segments carried by bar 14", until the six segments
are adjacent to segment 21, so that there are no inter-
ruptions of the pressure means 12 for bending the metal
sheet 9; said movement is implemented by controlling
the actuators 19 of the only six segments 13 for the con-
nection to bars 14’, 14" and the following longitudinal
movement of bars 14’, 14" towards the central space 30

by means of the movement means 15 controlled by the
central unit 200. Thereby, side interruptions 51, 52 are
made in the plurality of segments 13.
[0024] The metal sheet 9 is then inserted, as usual in
the working position, under the bending tool so as to ob-
tain a metal sheet 90 with length L90 and U-folded edges.
[0025] The bending tool is released once the U shaped
edges have been made (figure 15); the pressure means
12 are vertically lifted to create a distance Z between the
lower part of the pressure means 12 and the metal sheet
90 (figure 16).
[0026] Segment 21 having length D2 is then moved
away from the central space 30 by the movement means
40 controlled by unit 200. Arm 43 thus slides downwards
on arm 41 with a downward translation of segment 21
(figure 17), a following rotation of arm 41 on a plane trans-
versal to the bending direction of the metal sheet until
segment 21 is moved away from space 30 (figure 18),
and finally an upward translation of segment 21 again by
means of sliding arm 43 on arm 41 to return segment 21
to the initial position in figure 10.
[0027] Six segments 13 then move towards the central
space 30, i.e. three segments carried by bar 14’ and three
segments carried by bar 14", until the length of the pres-
sure means given by the six segments 13 is shorter than
the distance between the opposite ends of the folded
edges of the metal sheet 90. Said movement is imple-
mented by controlling the actuators 19 of the only six
segments 13 for the connection to bars 14’, 14" and the
following longitudinal movement of bars 14’, 14" towards
the central space 30 by means of the movement means
15 controlled by the central unit 200 (figures 18,19).
[0028] The metal sheet 90 may thus be removed (fig-
ure 19).
[0029] An alternative release mode consists in only
moving forward and slightly rotating sheet 90 so as to
determine a diagonal space sufficient to extract the pres-
sure means 12 in the length composition used for bend-
ing.

Claims

1. Press brake for metal sheets (9, 90) comprising a
tool (10) for bending the metal sheet, said tool com-
prising a die (11) and pressure means (12) opposite
to said die and adapted to pressing the metal sheet
against the die to determine the bending of the metal
sheet, said pressure means (12) comprising a plu-
rality of first segments (13) aligned along the bending
direction of the metal sheet and adapted to press
said metal sheet against said die and said press
brake comprises control means (100, 15, 14’, 14",
19, 40) adapted to change the longitudinal dimension
of said pressure means (11), said control means
(100, 15, 14’, 14", 19, 40) being adapted to individ-
ually drive each first segment for its longitudinal slid-
ing along the bending direction of the metal sheet so
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that the longitudinal dimension of the pressure
means corresponds to the longitudinal dimension of
the fold to effectuate on the metal sheet, said pres-
sure means comprising a plurality of second seg-
ments (21), said control means being adapted to in-
dividually drive each second segment for inserting it
between said first segments (13) so that the second
segment is aligned to the first segments along the
bending direction of the metal sheet and so that the
longitudinal dimension of the pressure means com-
prising at least one first segment and at least one
second segment corresponds to the longitudinal di-
mension of the fold to effectuate on the metal sheet,
said control means (100, 15, 14’, 14", 19, 40) com-
prising first means (40) adapted to determine the in-
sertion of at least one second segment (21) between
two first segments (13) by means of a movement
transversal to the bending direction of the metal
sheet, said first means (40) comprise movement
means (41, 43, 44) configured to carry out a combi-
nation of a rotation movement and a translation
movement of said at least one second segment (21)
for inserting said at least one second segment (21)
between two first segments (13), characterized in
that said first means (40) comprise a plate (42) lon-
gitudinally sliding on a fixed part of the press brake
and movement means (41, 43, 44) for each second
segment (21), said movement means comprising a
rotation motorized joint (44) and a motorized trans-
lation joint (41, 43) connected with the second seg-
ment (21).

2. Press brake according to claim 1, characterized in
that all the first segments (13) have the same longi-
tudinal dimension (D).

3. Press brake according to claim 1 or 2, characterized
in that each second segment (21) has a longitudinal
dimension (D1, D2, D3) lower or higher than each
first segment (D).

4. Press brake according to claim 1, characterized in
that said fixed part of the press brake is located
above said first segments (13) and in that said pres-
sure means (12) comprises a hollow guide (25) for
the arrangement of said first segments and in that
said motorized translation joint (41, 43) comprises a
first arm (41) and a second arm (43) sliding connect-
ed with the first arm and carrying at an end said sec-
ond segment, said movement means (41, 43, 44)
determining said insertion of at least one second
segment (21) between two first segments (13) by
sliding directed downward of the second arm (43) on
the first arm (41), by rotation of the first arm by means
of a rotation of the rotation joint (44) and sliding di-
rected upward of the second arm on the first arm for
inserting said second segment inside the hollow
guide (25) of the pressure means (12).

5. Press brake according to any one of the preceding
claims, characterized in that said control means
comprise two longitudinal bars (14’, 14") arranged
one successive the other along the bending direction
of the metal sheet and second means (15) adapted
to longitudinally move said two longitudinal bars (14’,
14"), each first segment (13) comprising a longitudi-
nal through hole (18) for engagement with one of
said two longitudinal bars (14’, 14") and an actuator
(19), said actuator being adapted to block the first
segment (13) at one of the two longitudinal bars (14’,
14") for the longitudinal sliding of the same first seg-
ment.

6. Press brake according to claim 5, characterized in
that said two longitudinal bars (14’, 14") are spaced
by a empty space (30) for the insertion of at least
one second segment (21) between said at least two
first segments (13) belong to two bars, said control
means (100) being adapted to control two bars and
the relative actuators for the longitudinal movement
of said at least two first segments (13) toward the at
least one inserted second segment (21) until said at
least two first segments (13) are adjacent to the at
least one inserted second segment (21) so that in-
terruptions of the pressure means along the bending
line of the metal sheet are not present.

7. Press brake according to any one of the preceding
claims, characterized in that each one of said first
segments (13) comprises an end (16) adapted to
engage with the edges of the metal sheet which are
bent in U shape.

8. Press brake according to claim 7, characterized in
that said control means , in the case wherein the
metal sheet (90) has edges bent in U shape, are
adapted to control the first means so as to go the at
least one second segment (21) away from said
space between two first segments, said control
means being adapted to successively control said
two longitudinal bars and the actuators relative to
the at least two first segments (13) for longitudinally
moving said at least two first segments (13) toward
the space (30) which is left empty by the at least one
second segment so as to allow the removal of the
metal sheet with edges bent in U shape.

9. Press brake according to any one of the claims from
1 to 6, characterized in that said control means are
adapted to place said first segments (13) and said
second segments (21) adjacent to each other along
the bending direction of the metal sheet.

Patentansprüche

1. Abkantpresse für Metallbleche (9, 90), welche ein
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Werkzeug (10) zum Biegen des Metallblechs auf-
weist, wobei das Werkzeug ein Formwerkzeug (11)
und dem Formwerkzeug gegenüberliegend eine
Druckeinrichtung (12) aufweist, die derart beschaf-
fen und ausgelegt ist, dass das Metallblech gegen
das Formwerkzeug gedrückt wird, um das Biegen
des Metallblechs vorzunehmen, wobei die Druckein-
richtung (12) eine Mehrzahl von ersten Segmenten
(13) aufweist, die längs der Biegerichtung des Me-
tallblechs ausgerichtet und derart beschaffen und
ausgelegt sind, dass das Metallblech gegen das
Formwerkzeug gedrückt wird, und die Abkantpresse
eine Steuereinrichtung (100, 15, 14’, 14", 19, 40) auf-
weist, welche derart beschaffen und ausgelegt ist,
dass die Längsabmessung der Druckeinrichtung
(11) sich ändern lässt, wobei die Steuereinrichtung
(100, 15, 14’, 14", 19, 40) derart beschaffen und aus-
gelegt ist, dass jedes erste Segment einzeln ange-
trieben wird, um eine Längsgleitbewegung längs der
Biegerichtung des Metallblechs auszuführen, so
dass die Längsabmessungen der Druckeinrichtung
den Längsabmessungen der im Metallblech vorzu-
sehenden Faltung entsprechen, wobei die Druckein-
richtung eine Mehrzahl von zweiten Segmenten (21)
aufweist, die Steuereinheit derart beschaffen und
ausgelegt ist, dass jedes zweite Segment individuell
antreibbar ist, um es zwischen die ersten Segmente
(13) einzufügen, so dass das zweite Segment zu den
ersten Segmenten längs der Biegerichtung des Me-
tallblechs ausgerichtet ist, und so dass die Längs-
abmessungen der Druckeinrichtung wenigstens ein
erstes Segment und wenigstens ein zweites Seg-
ment aufweisen, welche der Längsabmessung der
im Metallblech vorzusehenden Faltung entsprichen,
wobei die Steuereinrichtung (100, 15, 14’ 14", 19,
40) eine erste Einrichtung (40) aufweist, welche der-
art beschaffen und ausgelegt ist, dass das Einführen
des wenigstens zweiten Segments (21) zwischen
die ersten Segmente (13) mittels einer Transversal-
bewegung zur Biegerichtung des Metallblechs be-
stimmt wird, wobei die erste Einrichtung (40) eine
Bewegungseinrichtung (41, 43, 44) aufweist, welche
derart konfiguriert ist, dass eine Kombination aus ei-
ner Drehbewegung und einer Translationsbewe-
gung des wenigstens einen zweiten Segments (21)
ausgeführt wird, um das wenigstens eine zweite
Segment (21) zwischen zwei erste Segmente (13)
einzuführen, dadurch gekennzeichnet, dass die
erste Einrichtung (40) eine Platte (42) aufweist, die
in Längsrichtung vor einem festen Teil der Abkant-
presse eine Gleitbewegung ausführt, sowie Bewe-
gungseinrichtungen (41, 43, 44) für jedes zweiten
Segment (21) aufweist, wobei die Bewegungsein-
richtung eine motorisch betriebene Drehverbindung
(44) und eine motorisch betriebene Translationsver-
bindung aufweist, welche mit dem zweite Segment
(21) verbunden ist.

2. Abkantpresse nach Anspruch 1, dadurch gekenn-
zeichnet, dass alle ersten Segmente (13) gleiche
Längsabmessungen (D) haben.

3. Abkantpresse nach Anspruch 1 oder 2, dadurch ge-
kennzeichnet, dass jedes zweite Segment (21) ei-
ne Längsabmessung (D1, D2, D3) hat, welche klei-
ner oder größer als die Längsabmessung (D) des
ersten Segments ist.

4. Abkantpresse nach Anspruch 1, dadurch gekenn-
zeichnet, dass das feste Teil der Abkantpresse über
den ersten Segmenten (13) angeordnet sind und
dass die Druckeinrichtung (12) eine hohle Führung
(25) für die Anordnung der ersten Segmente auf-
weist, und dass die motorisch betriebene Translati-
onsverbindung (41, 43) einen ersten Arm (41) und
einen zweiten Arm (43) aufweist, welcher gleitbe-
weglich mit dem ersten Arm verbunden ist und an
einem Ende das zweite Segment trägt, wobei die
Bewegungseinrichtung (41, 43, 44) das Einführen
wenigstens eines zweiten Segments (21) zwischen
zwei ersten Segmenten (13) dadurch vornimmt,
dass eine Gleitbewegung in Richtung nach unten
von dem zweiten Arm (43) auf den ersten Arm (41)
ausgeführt wird, durch eine Drehbewegung des er-
sten Arms mit Hilfe der Drehbewegung des ersten
Arms mit Hilfe der Drehbewegung der Drehverbin-
dung (44) ausgeführt wird und eine Gleitbewegung
nach oben gerichtet von dem zweiten Arm auf den
ersten Arm zum Einführen des zweien Segments in
das Innere der hohlen Führung (25) der Druckein-
richtung (12) ausführt.

5. Abkantpresse nach einem der vorangehenden An-
sprüche, dadurch gekennzeichnet, dass die Steu-
ereinrichtung zwei Längsstäbe (14’, 14") aufweist,
die aufeinanderfolgend längs der Biegerichtung des
Metallblechs angeordnet sind, und dass die zweite
Einrichtung (15) derart beschaffen und ausgelegt ist,
dass die beiden Längsstäbe (14’, 14") eine Längs-
bewegung ausführen, wobei jedes erste Segment
(13) eine Längsdurchgangsöffnung (18) zum Zu-
sammenarbeiten mit einem der beiden Längsstäbe
(14’, 14") und eine Betätigungseinrichtung (19) auf-
weist, wobei die Betätigungseinrichtung derart be-
schaffen und ausgelegt ist, dass das erste Segment
(13) an einem der beiden Längsstäbe (14’, 14") zur
Ausführung einer Längs-Gleitbewegung des ersten
Segments blockiert wird.

6. Abkantpresse nach Anspruch 5, dadurch gekenn-
zeichnet, dass die beiden Längsstäbe (14’, 14")
durch einen Leerraum (30) zum Einführen wenig-
stens eines zweiten Segments (21) zwischen wenig-
stens zwei ersten Segmenten (13) beabstandet sind,
welche den beiden Stäben zugeordnet sind, wobei
die Steuereinrichtung (100) derart beschaffen und
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ausgelegt ist, dass zwei Stäbe und zugeordnete Be-
tätigungseinrichtungen die Längsbewegung der we-
nigstens zwei ersten Segmente (13) in Richtung zu
dem wenigstens einen eingeführten zweiten Seg-
ment (21) steuert, bis die wenigstens zwei ersten
Segmente (13) an das wenigstens eine eingeführte
zweite Segment (21) anstoßen, so dass Unterbre-
chungen der Druckeinrichtung längs der Biegelinie
des Metallblechs nicht vorhanden sind.

7. Abkantpresse nach einem der vorangehenden An-
sprüche, dadurch gekennzeichnet, dass jedes der
ersten Segmente (13) ein Ende (16) aufweist, wel-
ches derart beschaffen und ausgelegt ist, dass es
mit den Rändern des Metallblechs zusammenarbei-
tet, welches zu einer U-förmigen Gestalt gebogen
wird.

8. Abkantpresse nach Anspruch 7, dadurch gekenn-
zeichnet, dass die Steuereinrichtung bei der Aus-
legungsform, bei der das Metallblech (90) U-förmig
gebogene Kanten hat, derart beschaffen und aus-
gelegt ist, dass die erste Einrichtung derart gesteuert
wird, dass sich das wenigstens eine zweite Segment
(21) von dem Zwischenraum zwischen den beiden
ersten Segmenten sich weg bewegt, die Steuerein-
richtung ferner derart beschaffen und ausgelegt ist,
dass aufeinanderfolgend die beiden Längsstäbe und
die Betätigungseinrichtungen relativ zu den wenig-
stens beiden ersten Segmenten (13) gesteuert wer-
den, um eine Längsbewegung wenigstens der bei-
den ersten Segmente (13) in Richtung des Zwi-
schenraums (30) auszuführen, welcher durch das
wenigstens eine zweite Segment leer bleibt, so dass
ermöglicht wird, dass das Metallblech mit den U-för-
mig gebogenen Kanten abgenommen werden kann.

9. Abkantpresse nach einem der Ansprüche 1 bis 6,
dadurch gekennzeichnet, dass die Steuereinrich-
tung derart beschaffen und ausgelegt ist, dass die
ersten Segmente (13) und die zweiten Segmente
(21) längs der Biegerichtung des Metallblechs an-
einandergrenzen.

Revendications

1. Presse plieuse pour feuilles de métal (9, 90) com-
prenant un outil (10) pour plier la feuille de métal,
ledit outil comprenant une matrice (11) et un moyen
de pression (12) en regard de ladite matrice et apte
à presser la feuille de métal contre la matrice pour
déterminer le pliage de la feuille de métal, ledit
moyen de pression (12) comprenant une pluralité de
premiers segments (13) alignés le long de la direc-
tion de pliage de la feuille de métal et aptes à presser
ladite feuille de métal contre ladite matrice et ladite
presse plieuse comprend des moyens de comman-

de (100, 15, 14’, 14", 19, 40) aptes à modifier la di-
mension longitudinale dudit moyen de pression (11),
lesdits moyens de commande (100, 15, 14’, 14", 19,
40) étant aptes à entraîner individuellement chaque
premier segment pour son glissement longitudinal
le long de la direction de pliage de la feuille de métal
de manière que la dimension longitudinale du moyen
de pression corresponde à la dimension longitudi-
nale du pli à effectuer sur la feuille de métal, ledit
moyen de pression comprenant une pluralité de se-
conds segments (21), lesdits moyens de commande
étant aptes à entraîner individuellement chaque se-
cond segment pour l’insérer entre lesdits premiers
segments (13) de manière que le second segment
soit aligné avec les premiers segments le long de la
direction de pliage de la feuille de métal et de ma-
nière que la dimension longitudinale du moyen de
pression comprenant au moins un premier segment
et au moins un second segment corresponde à la
dimension longitudinale du pli à effectuer sur la
feuille de métal, lesdits moyens de commande (100,
15, 14’, 14", 19, 40) comprenant des premiers
moyens (40) aptes à déterminer l’insertion d’au
moins un second segment (21) entre deux premiers
segments (13) au moyen d’un déplacement trans-
versal à la direction de pliage de la feuille de métal,
lesdits premiers moyens (40) comprennent des
moyens de déplacement (41, 43, 44) conçus pour
mettre en oeuvre une combinaison de mouvement
de rotation et un mouvement de translation dudit au
moins un second segment (21) pour insérer ledit au
moins un second segment (21) entre deux premiers
segments (13), caractérisée en ce que lesdits pre-
miers moyens (40) comprennent une plaque (42)
glissant longitudinalement sur une partie fixe de la
presse plieuse et des moyens de déplacement (41,
43, 44) pour chaque second segment (21), lesdits
moyens de déplacement comprenant une articula-
tion de rotation motorisée (44) et une articulation de
translation motorisée (41, 43) reliées au second seg-
ment (21).

2. Presse plieuse selon la revendication 1, caractéri-
sée en ce que tous les premiers segments (13) ont
la même dimension longitudinale (D).

3. Presse plieuse selon la revendication 1 ou 2, carac-
térisée en ce que chaque second segment (21) a
une dimension longitudinale (D1, D2, D3) inférieure
ou supérieure à chaque premier segment (D).

4. Presse plieuse selon la revendication 1, caractéri-
sée en ce que ladite partie fixe de la presse plieuse
est située au-dessus desdits premiers segments
(13) et en ce que ledit moyen de pression (12) com-
prend un guide creux (25) pour l’agencement desdits
premiers segments et en ce que ladite articulation
de translation motorisée (41, 43) comprend un pre-
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mier bras (41) et un second bras (43) relié en glis-
sement au premier bras et supportant, à une extré-
mité, ledit second segment, lesdits moyens de dé-
placement (41, 43, 44) déterminant ladite insertion
d’au moins un second segment (21) entre deux pre-
miers segments (13) par glissement dirigé vers le
bas du second bras (43) sur le premier bras (41),
par rotation du premier bras au moyen d’une rotation
de l’articulation de rotation (44) et glissement dirigé
vers le haut du second bras sur le premier bras pour
insérer ledit second segment à l’intérieur du guide
creux (25) du moyen de pression (12).

5. Presse plieuse selon l’une quelconque des revendi-
cations précédentes, caractérisée en ce que lesdits
moyens de commande comprennent deux barres
longitudinales (14’, 14") agencées successivement
le long de la direction de pliage de la feuille de métal
et des seconds moyens (15) aptes à déplacer lon-
gitudinalement lesdites deux barres longitudinales
(14’, 14"), chaque premier segment (13) comprenant
un trou traversant longitudinal (18) pour engagement
avec l’une desdites deux barres longitudinales (14’,
14") et un actionneur (19), ledit actionneur étant apte
à bloquer le premier segment (13) au niveau de l’une
des deux barres longitudinales (14’, 14") pour le glis-
sement longitudinal du même premier segment.

6. Presse plieuse selon la revendication 5, caractéri-
sée en ce que lesdites deux barres longitudinales
(14’, 14") sont séparées par un espace vide (30) pour
l’insertion d’au moins un second segment (21) entre
lesdits au moins deux premiers segments (13), les-
dits moyens de commande (100) étant aptes à com-
mander deux barres et les actionneurs relatifs pour
le mouvement longitudinal desdits au moins deux
premiers segments (13) vers ledit au moins un se-
cond segment inséré (21) jusqu’à ce que lesdits au
moins deux premiers segments (13) soient adja-
cents à l’au moins un second segment inséré (21)
de manière que des interruptions du moyen de pres-
sion le long de la ligne de pliage de la feuille de métal
n’existent pas.

7. Presse plieuse selon l’une quelconque des revendi-
cations précédentes, caractérisée en ce que cha-
cun desdits premiers segments (13) comprend une
extrémité (16) apte à s’engager avec les bords de la
feuille de métal qui sont pliés en forme de U.

8. Presse plieuse selon la revendication 7, caractéri-
sée en ce que lesdits moyens de commande, dans
le cas où la feuille de métal (90) présente des bords
pliés en forme de U, sont aptes à commander le pre-
mier moyen afin d’éloigner l’au moins un second seg-
ment (21) dudit espace entre lesdits deux premiers
segments, lesdits moyens de commande étant aptes
à commander successivement lesdites deux barres

longitudinales et les actionneurs relativement
auxdits au moins deux premiers segments (13) pour
déplacer longitudinalement lesdits au moins deux
premiers segments (13) vers l’espace (30) qui est
laissé vide par l’au moins un second segment afin
de permettre de retirer la feuille de métal avec les
bords pliés en forme de U.

9. Presse plieuse selon l’une quelconque des revendi-
cations 1 à 6, caractérisée en ce que lesdits
moyens de commande sont aptes à placer lesdits
premiers segments (13) et lesdits seconds seg-
ments (21) adjacents les uns aux autres le long de
la direction de pliage de la feuille de métal.
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