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ABSTRACT OF THE DISCLOSURE 
A System for feeding a parcelling machine from a plu 

rality of cigarette packing machines comprising, a stor 
age unit means connecting each of said packaging ma 
chines to said storage unit, means connecting said stor 
age unit to said parcelling machine and means for selec 
tively controlling the flow of packages from each of said 
packaging machines to said storage unit and from said 
storage unit to said parcelling machine. 

gassissiacsa:mon 

The present invention relates to plants, in which a 
plurality of automatic packer machines, in particular for 
cigarettes, feed in parallel, each of them by means of a 
pneumatic conveyor tube, a single automatic package 
parcelling machine. 
The invention has the object of providing a consider 

able flexibility as to the connection between the packer 
machines and the parceller machine, and in particular 
of enabling the packer machines to keep operating in the 
case of short stops of the parceller machine, without 
having to remove or reject the packages formed by the 
packer machines during the packer machines stopping 
intervals. 
The invention substantially resides in the feature that 

each packer machine is associated to a magazine for the 
packages and that the delivery of each parceller machine 
can be alternately connected with the inlet of the respec 
tive magazine and with a tube for the pneumatic con 
veyance of the packages to the parceller machine (pneu 
matic feed tube), while the outlet of the magazine is con 
nected to the parceller machine by means of a further 
tube for the pneumatic conveyance of the packages (pneu 
matic recovery tube), a control system being provided, 
which, any time the parceller machine is temporarily 
Stopped, establishes the loading of the packages from the 
packer machine to the magazine associated to the same, 
while when the parceller machine resumes its operation, 
promotes the discharge of the packages from the said 
magazine to the respective pneumatic recovery tube, and 
therefore the feeding of the parceller machine with the 
stored packages, simultaneously and in parallel to those 
produced by the packer machine and fed directly to the 
parceller machine. 
The magazine associated to each packer machine, the 

device for the alternate connection of the packer ma 
chine to the magazine onto the parceller machine, the de 
vices for loading and unloading the magazine and the 
control system can be realized in any suitable manner 
whatsoever. 

According to a preferred embodiment of the invention, 
the package magazine associated to each packer ma 
chine is constituted by an endless pocket conveyor, for 
example of the chain or drum type, moving stepwise in 
either direction, so as to carry the pockets, one after the 
other, while in the magazine filling cycle (stopping stage 
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2 
of the packer machine) into a loading station, in which 
the packages coming from the packer machine are in 
troduced into the boxes up to the filling up of the same, 
and during the emptying cycle (parceller machine oper 
ating stage) into an unloading station, in which the Stored 
packages are ejected out of the boxes and fed to the 
pneumatic recovery tube. 

These and other characteristic features of the inven 
tion and the advantages arising from it will be made ap 
parent from the following specification of a preferred 
embodiment, diagrammatically shown by Way of non 
limiting example in the accompanying drawings, wherein. 

FIG. 1 shows the lay-out of a plant according to the 
invention. 

FIG. 2 shows, in front elevation, the package maga 
zine asociated to a packer machine, with the devices for 
connecting such magazine with the outlet of the respec 
tive packer machine and with the pneumatic tube for 
the recovery of the stored packages. 

FIG. 3 is a view in side elevation of the magazine. 
FIG. 4 shows in plan view the package magazine with 

the devices for the loading and unloading of the same. 
FIG. 5 shows in perspective a part of the control 

mechanism of the magazine. 
FIG. 6 shows in plan view a part of the control 

mechanism of the devices for the magazine loading and 
unloading. 

Referring to the figures of the drawing, the plant ac 
cording to the invention comprises a plurality of auto 
matic cigarette packer machines 1 which feed a single 
automatic parceller machine 2 for parcelling the ciga 
rette packages. The delivery of each packer machine 
is connected to the parceller machine 2 by means of a 
suitable tube 3 of a pneumatic Suction conveyor 4 for 
the cigarette packages. The packages 11 (FIG. 2) formed 
by each packer machine 1, are fed, by means of tubes 3, 
of the pneumatic conveyor 4, to a piling and grouping de 
vice 5 (FIG. 1), which forms piles with these packages 
and feeds such piles one after the other, or in groups, 
to the subsequent parceller machine 2.- The parceller 2 
forms the parcels, each comprising a certain number of 
piled-up packages. The output of the parceller machine 
2 is greater than the maximum overall output of all the 
packer machines associated to same. The parceller ma 
chine 2 automatically starts its operation cycles for mak 
ing the parcel any time it is fed with a sufficient number 
of piles for the making up of the parcel. Consequently, 
there is no need of a simultaneous operation of the par 
celler machine 2 and of the respective feeding plant com 
prising the packer machines 1, the pneumatic conveyor 
4, and the piling and grouping device 5, the Speed rate of 
the parceller machine 2 being as much higher as the num 
ber of the piles which reach the same is higher. Such 
kind of plants, as well as the machines and the devices 
which compose the same are known, and therefore a de 
tailed description of same is omitted. 

According to the invention, each packer machine 1 is 
associated to a magazine 6, that, in the case of a tem 
poraneous short stopping of the parceller machine 2, re 
ceives the packages 1 produced and supplied by the 
respective packer machine 1, thus preventing the stop 
ping of the said packer machine 1 or the rejection of the 
packages produced by same. When the parceller ma 
chine 2 resumes its operation, the cigarette packages 
stored within the said magazine 6 are withdrawn and fed 
to the parceller machine 2 at the same time as those com 
ing directly from the packer machine 1. 
The magazine 6 is constituted by two adjoining and 

parallel endless chains 7, meshing on two pairs of sprocket 
wheels 8 and 9, mounted on substantially horizontal 
shafts 108, 109. To the chains 7 horizontal pocket con 
tainers 10 are fastened, which are open at their front end 
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and also to both sides and present, in croSS Section, a U 
shape. Each pocket 10 can contain a row formed from 
a predetermined number of packages 11. The chain pair 
7 and the pocket containers 0 are enclosed in a casing 
12 which serves as guide and as holding means for the 
packages 11 contained in the pockets 10, especially in the 
lower part of the magazine 6, where the pockets 10 come 
to be upsized with their outer open end turned down 
wards. 
Along the chain pair 7 there are provided, in distinct 

positions, a station. A for loading the packages 11 onto 
the magazine 6 and a station B for unloading the pack 
ages 15 from the said magazine 6. Preferably, both these 
stations A, B, are located in correspondence of the Same 
vertical run of the chain pair 7, a small distance one above 
the other. The chain pair 7 can be driven stepwise alter 
nately in either direction, as it will be better seen here 
after, and in Such a way as to convey the pocket con 
tainers 10, one after the other, either to the loading Sta 
tion A, respectively or to the unloading station B, as 
the case may be. 

In the loading station A, the lower side of each pocket 
10 is aligned with the channel delivery 13 of packages 1 
from the respective packer machine 1 (FIG. 2). The 
packages 11 formed by the packer machine 1 are caused 
to move stepwise successively into the delivery channel 
13, by the motion of the packer machine ejecting device, 
diagrammatically indicated by the piston 14 actuated by 
cam 15. In the delivery channel 13, the packages 11 are 
arranged in an upright position and are thereafter later 
ally turned over on a side by means of a known turning 
over device 16. Subsequently, the so turned packages 11 
are moved into a channel 17 and come one after the 
other to the inlet of the pneumatic (package) conveyor 
tubes 3, into which they are sucked in order to be fed : 
to the parceller machine 2. 
The channel 17 is connected to the loading station A 

of the magazine 6 by means of an endless conveyor belt 
18, which is substantially horizontal and coplanar both 
to the bottom of the said channel 17 and to the lower 
side of the pocket 10 which comes to be at the said load 
ing station A. In correspondence of this conveyor belt 
18, in the casing 12 of the magazine 6, an opening 19 is 
provided for the infeeding of packages 15. In correspond 
ence of the said opening 19, externally to the casing 12 
of the magazine 6, and above the conveyor belt 18, an en 
training roller 20 is provided, which coacts with the re 
Spective end section of the conveyor belt 18, preferably 
with the return roller 118 of same. The entraining roller 
20 is driven at the same peripheral speed and in the same 
direction as the conveyor belt 18. 
At the end of the channel 17 there are provided mov 

able abutment members 21 adapted to alternately assume 
an active or stopping position, in which they stop the 
packages 11 in front of the inlet of the pneumatic (pack 
age) conveyor tube 3 (as shown by dash lines in FIG. 2), 
and an inactive or retracted position, in which they are 
withdrawn from the path of the packages 11, thus en 
abling these packages to be pushed outside of channel 
17 onto the subsequent conveyor belt 18 (as shown by 
full lines in FIG. 2). Furthermore, the inlet of the pneu 
matic (package) conveyor tube 3 can be provided with a 
valve (not shown) which can alternately assume an open 
ing position, in which it enables the suction and the in 
feeding of the packages 11 into the said tube 3, and a 
closure position, in which it intercepts the suction and 
stops the inlet of the packages 11 into the said tube 3. The 
movable abutment members 21 and, possibly, the inlet 
valve of tube 3 are so actuated and/or coupled with one 
another, that the valve is opened whenever the retaining 
members 21 are moved to their stopping position of the 
packages 11, while the same is closed as soon as the re 
taining members assume their retracted position, in which 
they allow the packages 1 to pass. The movable abut 
ment members 21 and the inlet valve of the pneumatic 
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4. 
(package) conveyor tube 3 under suction are preferably 
actuated by means of an electromagnet 59. 

In correspondence of the starting section of the convey 
or belt 18, after the channel 17, some known means (not 
shown) are provided which are suitable for turning the 
cigarette packages 11 over, so as to lay them down onto 
the same belt 18, as it is apparent from FIG. 2. 

In the unloading station B, the magazine housing 12 
presents some openings in correspondence of both opened 
head ends of the pocket 10. Once of these openings (out 
let opening) is connected, by means of a horizontal un 
loading channel 23 (FIG. 2, FIG. 1) to the inlet of a 
pneumatic conveyor tube 24. This tube 24 is connected 
to a pneumatic conveyor collecting tube 25, which con 
stitutes a part of the suction pneumatic conveyor 4 and is 
connected to the parceller machine 2 by means of the 
piling and grouping device 5, in like manner as the pneu 
matic conveyor tubes 3, and in parallel thereto. In the 
end section of the pneumatic collecting tube 25, past the 
connecting tube 24 of the last packer machine 1, a defect 
ing device 60 is provided, which senses the packages which 
pass through said tube 25 and which is adapted to emit an 
electric pulse at the passage of each single package. The 
said detector 60 may be constituted by a photoelectric 
cell or by an electric contact which can be actuated by the 
packages in transit and which is connected to an electronic 
counter (not shown). 

In the unloading station B (FIG. 4) a device is further 
more provided, which ejects the cigarette packages 11 
out of the pocket 10 of the magazine 6 and introduces 
Same into the unloading channel 23 which is aligned with 
the said pocket. This ejecting device is constituted by an 
endless chain 26, passed upon sprocket wheels 27 in a 
(vertical) plane parallel to the shafts 108 and 109 of the 
two pairs of gearwheels 8 and 9 of the magazine 6 and 
therefore parallel to the vertical section of the pair of 
chains 7, in correspondence of which the loading sta 
tion A and the unloading station B are provided. This 
ejecting chain 26 is provided with one or more spaced 
horizontal paddles 28, which project sidewise out of the 
said chain, and are so dimensioned as to be capable of 
inserting themselves into the pockets 10 of the magazine 
and of sliding therethrough. One of the sections, generally 
the lower one of the ejecting chain 26 is horizontal and 
parallel to the pocket 10 which comes to be at the unload 
ing station B. By causing the chain 26 to move in the direc 
tion of the arrows as shown in FIG. 2, the, or one, of the 
side paddles 28 of said chain 26 penetrates into the cas 
ing 12 of the magazine 6 through the opening opposite 
to the unloading channel 23 and penetrates into the pocket 
10 through the open head end of the said pocket 10. Sub 
Sequently, the paddle slides through the said pocket 10 and 
pushes ahead the packages 11 which fill the pocket 10. 
These packages 11 are thus ejected, through the opposite 
open head end, out of the pocket 10 and into the unload 
ing channel 23, and pushed thereinto up to the inlet of the 
pneumatic conveyor tube 24, into which they are sucked 
one after the other. 

After coming out of the casing 12 of the magazine 6 
and little before the inlet of the tube 24, the paddle 28 
of the ejecting chain 26, which follows the path of the 
said chain, is turned upwardly and therefore drawn out 
of the unloading channel 23. The return section of the 
ejecting chain 26 is arranged at such a height that the 
paddle or paddles 28 do not interfere with the casing 12 
of the magazine 6 and pass outside of the same, as it is 
apparent from FIG. 3. In the rest position of the ejecting 
chain 26 of paddle or paddles 28 of the same comes to 
be outside of the casing 12 of the magazine 6, or at least 
outside of the pocket 10 which comes to be at the unload 
ing station B, thus enabling the free movement of the 
chain pair 7 and pockets 10. 
The chain pair 7 provided with pockets 10 is driven by 

an electric motor 29 (FIG. 5) which drives the shaft 30 
by means of a belt drive 31 and of an electromagnetic 
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clutch 32. The shaft 30 drives stepwise a countershaft 33, 
by means of a unit comprising a crank 34, a connecting 
rod 35, and a ratchet gear 36, 37, whose ratchetwheel 36 
is fastened to the countershaft 33, while the pair-carrying 
arm is rockingly mounted onto shaft 33 and is joined to 
the connecting rod 35. The countershaft 33 is provided 
with an electromagnetic brake 38 and with two gear 
wheels 39 and 40. The gearwheel 39 is coupled, by means 
of an intermediate gear 41, to a gearwheel 42, which is 
mounted onto the shaft 109 of the two sprocket wheels 
9 of the chain pair 7, and can be connected to the said 
shaft 109 by means of an electromagnetic clutch 43. The 
other wheel 40 meshes directly with a wheel 44 mounted 
onto the shaft 109 and which may be coupled thereto by 
means of an electromagnetic clutch 45. In this way, by 
alternately engaging either one of the two electromagnetic 
clutches 43, 44, the shaft 109 is driven by the counter 
shaft 33 alternately in either direction, by means of gears 
39, 41, 42, or by means of the gear pair 40, 44, thus 
causing the chain pair 7 provided with pockets 10 to 
alternately move in one direction or in the other. 
The devices for loading and unloading the magazine 6, 

arranged at the stations A and B are driven by an addi 
tional electric motor 46 (FIG. 6) which, by means of 
chain drive 47, drives a countershaft 48 which can be 
coupled, by means of an electromagnetic clutch 49 to 
one of the sprocket wheels 27 of the ejecting chain. 26. 
The countershaft 48 can be also coupled to the drive 
rollers 118 of the conveyor belt 18 by means of a toothed 
gearing 50 and of an additional electromagnetic clutch 51. 
The above-illustrated plant is provided with an electric 

control system which comprises a microswitch 122, actu 
ated by a sensing device 22, for example of the piston 
type, which is arranged in correspondence of the loading 
station A, on the side opposite to the conveyor belt 18 
in correspondence of an opening in the casing 12 of the 
magazine 6, in front of the respective open head end of 
the pocket 10 which is located in correspondence of the 
same loading station A. Such a sensing device 22 estab 
lishes whether the pocket 10 which is at the loading 
station A is filled with packages 11 or not and accordingly 
actuates the microswitch 122. 
Another similar sensing device 54, for example of the 

piston type, is provided at the loading station B, on the 
side opposite to the unloading channel 23, in correspond 
ence of an opening in the casing 12 of the magazine 6 
in front of the respective open head end of the pocket 10 
which comes to be at the said unloading station B. Such 
a sensing device 54 establishes whether the pocket 10 
which is in correspondence of the unloading station A is 
filled up or not with packages 11 and accordingly actu 
ates a microswitch 154 inserted in the electric control 
circuit. 
The control circuit also comprises a cyclic control 

switch 52 (FIG. 5) actuated by a cam 53 fastened onto 
the countershaft 30 in the mechanism for actuating the 
magazine 6. Such switch 52 is designed to stop the chain 
pair 7 in positions in which the pockets 10 are exactly 
aligned with the conveyor belt 18 at the loading station A 
and with the ejecting chain 26 at the unloading station B. 

Another microswitch 55 (FIG. 2), inserted in the 
electric control circuit, co-acts with the ejecting chain 26 
at the unloading station B, or with the paddle or paddles 
of said chain. 
A sensing device 56 (FIG. 3) is arranged near the 

loading station A, little ahead of the said station, referring 
to the direction of travel of the chain pair 7, during the 
filling cycle of the magazine 6. The said sensing device 
56 determines whether the pockets 10, which are desgined 
to be carried to the loading station A, are filled or not 
with packages 11, and accordingly actuates a microswitch 
156 inserted in the control circuit, 
The ejecting device of the packer machine 1 comprises 

a microswitch 57 (FIG. 2) cyclically actuated by a cam 
58 integral, for example, with the control cam 15 of the 
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6 
said ejector 14. This microswitch 57 controls the position 
of the packages 11 with respect to the inlet of the pneu 
matic conveyor tube 3 and provides for the proper opera 
tion of the movable abutment members 21 and/or of the 
inlet valve of tube 3, actuated by the electromagnet 59. 

During the normal operation of the parceller machine 
2, the magazine 6, the conveyor belt 18 at the loading 
station A and the ejecting chain 26 at the unloading 
station B are stopped. The movable abutment members 
2 are in their stopped position, while the inlet valve, 
if any, of the pneumatic conveyor tube 3 is opened, so 
that the packages 11 coming from the packer machine 1 
are stopped in front of the inlet of tube 3 and are sucked 
one after the other into the same, in order to be thus fed 
directly to the piling and grouping device 5 and to the 
subsequent parceller machine 2. 
When the parceller machine 2 is stopped, the movable 

abutment members 21 are automatically brought into 
their withdrawn position, in which they permit the pas 
sage of packages 11. At the same time also the closure 
of the inlet valve, if any, of the pneumatic conveyor tube 
3 is effected. At the same time, the control circuit sets the 
chain pair 7 in motion in the direction of arrow F1, as 
shown in FIGS. 2, 3 and 5. This movement is permitted 
by the sensing device 56, 156 which permits the driving 
of chains 7 only when it feels that the pocket container 
10 upstream of the loading station A is empty. The move 
ment of the chain pair 7, in the direction of arrow F1, 
during the filling cycle, is obtained by engaging either of 
the electromagnetic clutches 43, 45, for example clutch 
45, and disengaging the other clutch 43. The chain pair 
7 therefore is driven stepwise by the effect of the ratchet 
gear 36, 37, and in the direction of the arrow F1, thus 
carrying the pockets 10 one after the other into the load 
ing station A. Such intermittent movement is controlled 
by the cyclic switch 52 actuated by cam 53. When an 
empty pocket 10 is carried into the loading station A in 
alignment with the conveyor belt 18, the cyclic switch 52 
disengages the electromagnetic clutch 32 and at the same 
time engages the electromagnetic brake 38, thus stopping 
the chain pair 7 in the correct position. Simultaneously, 
the cyclic switch 52 sets the conveyor belt 8 in motion, 
by engaging the electromagnetic clutch 51, while the elec 
tromagnetic clutch 49 of the ejection chain 26 remains 
disengaged. 
Under these conditions, the packages 11 which come 

from the packer machine and which proceed within the 
channel 17, instead of being sucked by the tube 3 and 
being fed to the parceller machine 2, are pushed outside 
of the said channel 17 onto the subsequent conveyor belt 
18. This belt 18 and the entraining roller 20 introduce 
the packages 11 one after the other into the pocket 10 
stopped at the loading station A. When this pocket is 
filled up, the row of packages 10 contained in the same 
depresses the sensing device 22, which actuates the re 
spective microswitch 122. This latter promotes the stop 
ping of the conveyor belt 18 by disengaging the electro 
magnetic clutch 51. The same microswitch 122 releases 
the brake 38 and engages the electromagnetic clutch 32, 
thus setting again the chain pair 7 in motion, in the direc 
tion of the arrow F1. The chain pair 7 is stopped again, 
by the action of the cyclic switch 52 when the subsequent 
empty pocket 10 is carried into the loading station A, in 
alignment with the conveyor belt 18. The above-specified 
loading cycle is thus repeated. 

In this way, by causing the chain pair 7 to move, by 
steps corresponding to the pitch of pockets 10, in the 
direction of arrow F1, the subsequent pockets 10 of the 
magazine 6 are filled up one after the other with the pack 
ages 11 being produced and coming from the packer ma 
chine 1. If the stopping of the parceller machine 2 con 
tinues for a longer time than the time required for com 
pletely filling the magazine 6 (for example about 3-5 
minutes) the chain pair 7 stops permanently as soon as 
the first-filled pocket 10 comes to be in correspondence 
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with the sensing device 56 which, for safety reasons, is 
provided a few steps before the loading station A. When 
this sensing device 56 feels that the pocket 10 being in 
correspondence of same is full, its microswitch 156 no 
more gives its consent to the insertion of the electromag 
netic clutch 32, so that the chain pair 7 remains dis 
engaged from its respective driving motor 29. The same 
microswitch 156 determines also the stopping of the 
packer machine associated to the magazine 6 as Soon 
as the sensing device 56 establishes that the said maga 
zine 6 is completely filled up. 
The chain pair 7 is stopped, by the action of the con 

trol circuit combined with means controlled by the par 
celler machine 2, when the latter resumes its operation 
before the complete filling of the magazine 6. 

In both cases, that is, with the magazine 6 either com 
pletely or partially filled, when the parceller machine 2 
resumes its operation, the abutment members 21 are auto 
matically brought again into their position in which they 
stop the packages 11 while, if there is an inlet valve on 
the pneumatic conveyor tube 3, this is opened. The pack 
ages 1 made and coming from the packer machine are 
thereafter sucked again into the said tube 3 and fed to 
the parceller machine. At the same time the packages 11 
stored in the magazine 6 are progressively unloaded and 
also fed to the parceller machine 2 by means of the pneu 
matic suction conveyor tube 24 and of the collecting main 
25 connected thereto. To this purpose, during this empty 
ing step of the magazine 6, and automatically by the start 
ing of the parceller machine 2, the direction of motion of 
the chain pair 7 is reversed by disengaging the electro 
magnetic clutch 45 and by clutching the clutch 43, so 
that the motor 29 now drives the chain pair 7 in the direc 
tion of the arrow F2, as shown in FIGS. 2, 3 and 5. The 
chain pair 7 is driven stepwise in this direction F2 until 
the first full pocket 10 comes to be at the unloading sta 
tion B. When the sensing device 54 detects that in the 
unloading station B there is a full pocket 10, its micro 
switch 154 promotes the stopping of the chain pair 7, 
by disengaging the electromagnetic clutch 32 and by in 
serting the electromagnetic brake 38, in combination with 
the cylic switch 52, which establishes the exact position 
of the pocket 10 at the unloading station B, in alignment 
with the channel 23. The same microswitch 154 clutches 
the electromagnetic clutch 49 and thus sets the ejecting 
chain 26 in motion, while the electromagnetic clutch 51. 
of the loading conveyor belt 18 remains disengaged. The 
ejecting chain 26 therefore pushes the row of packages 1 
from the pocket 10 into the adjoining unloading channel 
23, by means of a paddle 28, and as previously specified. 
The packages 11 thus expelled from the pocket 10 at the 
unloading station B are therefore sucked one at a time 
by the pneumatic conveyor tube 24 and are fed by means 
of the collecting tube 25 to the piling and grouping unit 
5 and to the subsequent parceller machine 2, simul 
taneously and in parallel with the packages formed by 
the packer machine and fed directly to the same parceller 
2. The ejecting chain 26 continues its movement until its 
paddle 28 or a Subsequent paddle 28 passes upon the 
microswitch 55 and actuates same. This microswitch 55 
disengages the electromagnetic clutch 49 and thus stops 
the ejecting chain 26 in such a position that the paddle 
28 and the subsequent paddle 28 of the said chain stops 
outside of the magazine 6, little before the open front end 
of the pocket 10, on the side opposite to the unloading 
channel 23. In this way, the said paddle 28 is ready to 
pass through the Subsequent pocket container 10 which 
will come to be at the unloading station B. 
At the same time, after the ejection of the packages 11 

from the pocket 10 and as soon as the sensing device 54 
detects that the said pocket 10 is empty, the microswitch 
154 enables the cyclic switch 52 to release the brake 38 
and to engage the clutch 32, so that the chain pair 7 is 
moved by a further step in the direction of the arrow F2, 
thus bringing the subsequent filled pocket to the unload 
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8 
ing station B. When the sensing device 54 detects that 
the said pocket 10 is filled up, its microswitch 154 is able 
to start a new unloading cycle, in the afore-specified 

aller. 
Each unloading cycle of each of the magazines 6 asso 

ciated to the various packer machines 1, that is the 
emptying of each pocket 10 to the unloading station of 
each of the magazines 6, is however conditioned by the 
electronic counter coupled to the detecting device 60 of 
the packages which pass through the pneumatic conveyor 
collecting tube 25. This electronic counter controls the 
unloading of the packages from all the magazines 6 asso 
ciated to the various packer machines 1 coupled to the 
parceller machine 2. In particular, the electronic counter 
enables the unloading of the packages 11 from only one 
at a time of the magazines 6 and provides for a uniform 
emptying of all the said magazines 6. To this purpose, 
the electronic counter is so programmed as to determine 
the unloading of one pocket 10 of each magazine 6 at a 
time, methodically according to a preestablished succes 
sion of the magazines 6, then cyclically repeating the said 
succession for the subsequent pockets 10 of each maga 
zine 6, generally up to the complete emptying of all the 
said magazines 6. More precisely, assuming the number 
of the packer machines 1 connected to the parceller ma 
chine to be "m” and the number of packages 11 contained 
within a filled pocket 10 to be "n," the electronic counter 
permits the starting of unloading the cycle from the sub 
sequent pocket 10 to be repeated only after having de 
tected the transit, through the collecting tube 25 of a 
number “m.n' of packages. 

If the parceller machine 2 is again stopped before the 
complete emptying of the magazine 6, the chain pair 7 
reverses the direction of its movement and moves a cer 
tain number of steps in the direction of the arrow F1, 
until in the loading station A there is an empty pocket 
10 and the Sensing device 22 promotes the starting of a 
loading cycle, as afore-specified. During the lapse of time, 
in which the chain pair 7 moves in the direction of the 
arrow F1 for bringing an empty pocket to the loading 
station A, the conveyor belt 18 is stopped and the pack 
ages 11 supplied by the packer machine 1 continue to be 
sucked by the pneumatic conveyor tube 3 and to be fed 
to the piling and grouping device 5 of the parceller ma 
chine 2. With other words, when the parceller machine 
is stopped, the packages 11 coming from the various 
packer machines 1 are not straightaway directed towards 
the magazines associated to the same, but continue for a 
certain time to flow to the piling and grouping unit 5 of 
the parceller machine 2. This however does not give rise 
to any inconvenience, since the lapse of time up to the 
starting of the magazines 6 is very short and since be 
tween the outlets of the tubes 3 in the delivery station 
and the piling and grouping device 5 there is a conveyor 
61 whose length is sufficient for accommodating the said 
packages 11. 

From the foregoing it is apparent that the invention 
may be characterized by the provision in an operating 
unit consisting of a plurality of packers, pneumatic pack 
age conveyors, grouper and parceller, of a package 
magazine. 
To sum up, the functions of the various device are to 

provide a system or operating unit for feeding a parcel 
ling machine from a plurality of cigarette-packing ma 
chines 1, in which the so-called "package magazine'' 6 
has a compensating function in the aforesaid operating 
linit, so that when the parceller 2 stops, the packages pro 
duced by each packer 1 move into the magazine 6 which 
is connected with it while the flow of packages through 
said pneumatic conveyor stops; when the parceller 2 
starts running again, the packages from the various pack 
ers 1 arrive at the parceller through the corresponding 
package conveyors 3 and at the same time the magazines 
6 begin linloading the packages which, through an auxil 
iary pneumatic line 24, 25, arrive at an additional track 
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provided in the package grouper preceding the parceller. 
The unloading of the various magazines is regulated by 
an electronic counter 60 coupled to a package transition 
indicator inserted in the said auxiliary pneumatic line. 
Of course, the invention is not limited to the embodi 

ment as afore specified and illustrated, but can be amply 
varied and modified, above all in construction, and can be 
applied to similar plants for the formation and the par 
celling of packages or boxes of any other product differ 
ent from the cigarettes, while the packer or boxing ma 
chines 1 can be substituted with cellophane-wrapping ma 
chines or the like, the whole without departing from the 
loading principle as above specified and hereinafter 
claimed. 

I claim: 
1. In a device for feeding a parcelling machine from 

a cigarette-packing machine comprising, a compart 
mented storage magazine, a horizontal belt conveyor in 
terposed between said compartmented storage magazine 
and said cigarette packing machine, a roller located at 
the end of the belt conveyor contiguous to the compart 
mented storage magazine, a chain for driving said belt 
and said roller at the same speed and means for selec 
tively controlling the flow of packages from said ciga 
rette-packing machine to said compartmented storage 
magazine and from said compartmented storage maga 
zine to said parcelling machine. 

2. In a device for feeding a parcelling machine from 
a cigarette-packing machine according to claim 1 wherein 
said compartmented storage magazine comprises pockets 
composed of a U-section folded metal sheet arranged 
horizontally and fastened to two side chains moving in 
a vertical direction; and a metal sheet casing enclosing 
said pocket conveyor so as to act as package guide pre 
venting slipping out of packages particularly in the lower 
conveyor section. 

3. In a device for feeding a parcelling machine from 
a plurality of cigarette-packing machines, according to 
claim 1 wherein said compartmented storage magazine 
comprises a package-unloading device comprising a chain 
conveyor coupled to intercept the compartments of said 
compartmented storage magazine, a number of paddles 
fastened to said chain conveyor and adapted to insinuate 
themselves into each compartment and to push sidewise 
packages contained therein and a side channel coupled 
to receive the packages pushed out of said compartments. 

4. The combination of claim 2 wherein the means for 
controlling the flow of packages comprises a first detector 
which senses whether a magazine pocket in loading posi 
tion is full; a second detector adapted to be preset for 
stopping the pockets in loading and unloading positions; a 
third detector which senses when the magazine is full; 
a fourth detector which senses the presence of packages 
in the pocket at the unloading station, conveyor paddles 
coupled to move packages out of said pockets, and a 
fifth detector which checks the position of the conveyor 
paddle. 

5. The combination of claim 4 wherein the magazine 
for the packages includes an endless conveyor provided 
with pocket containers, means to intermittently drive 
said conveyor in either direction so as to bring, during 
the magazine filling cycle the pockets one after the other 
into a loading station, in which the packages are intro 
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10 
duced into the pockets up to the filling up of the same 
and, during the emptying cycle of the magazine in an 
unloading station in which the packages are turned out 
of the pockets, and pneumatic recovery tube coupled to 
receive the package from said pockets and feed said 
packages to the parcelling machine. 

6. The combination of claim 5 wherein the endless 
pocket conveyor comprises a pair of endless chains, two 
pairs of gearwheels coupled to drive said chains while the 
pockets are fastened onto chains wherein said pockets 
present a U-shaped profile with the open side turned out 
wardly, said pockets being opened at both their head 
ends. 

7. The combination of claim 5, comprising a roller 
and a counter-roller at the end of the loading conveyor 
belt at the inlet of the magazine which co-acts with the 
loading conveyor belt. 

8. The combination of claim 7 comprising a mova 
ble abutment coupled to the inlet of the pneumatic tube 
to alternately assume a stopping position of the packages 
coming from the packer machine and a withdrawn posi 
tion to allow these packages to proceed to a subse 
quent loading conveyor belt. 

9. The combination of claim 8, comprising a valve 
coupled to the inlet of the pneumatic tube which feeds 
packages to the parceller machine, said valve in its 
closure position intercepts the suction exerted through 
the inlet to prevent the inflow of the packages into the 
same, and in its opening position to enable the suction 
of the packages into said pneumatic tube. 

10. The combination of claim 9 comprising an ejecting 
device coupled to turn the packages out of the pockets 
and to push them one after the other towards the inlet 
of the pneumatic recovery tube. 

11. The combination of claim 10 wherein said eject 
ing device comprises an endless chain positioned to run 
parallel to the pocket in front of the outer open side of 
the same, and a paddle coupled to said chain adapted to 
be insinuated into the pocket and to slide within the same 
in a longitudinal direction, from the one to the other of 
its opened head ends. 

12. The combination of claim 5 wherein said endless 
conveyor is driven by a motor, an electromagnetic clutch 
interposed between said motor and said conveyor, and, 
a ratchet gear interposed between said clituch and said 
endless conveyor to provide a step type of motion. 

13. The combination of claim 12 including a revers 
ing mechanism comprising a first series of gears even 
in number, a first clutch to couple said endless conveyor 
to said first series of gears a second series of gearwheels 
uneven in number a second clutch to couple said end 
less conveyor to said second series of gearwheels; said 
clutches being alternately engageable and disengageable. 
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