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DELAY UNIT, UNROLLING DEVICE,
CUTTING MACHINE AND METHOD FOR
PROVIDING SEPARATING MATERIAL

BACKGROUND

[0001] The present invention proceeds from a delay unit
for an unrolling device, wherein the delay unit is configured
for delaying a transporting movement of separating material
which is unrolled from the unrolling device and is provided
in a cutting region of a cutting machine.

[0002] Such delay units are known from the prior art and
serve for keeping the separating material under tension when
unrolling, said separating material typically comprising a
tape of film or paper material. On account thereof, the
transporting resistance of the tape is increased such that the
tape does not kink, tear, or back up. The separating material
is typically referred to as an “interleaver” and the tape is
typically referred to as an “interleaver strip”.

[0003] Such delay units in the prior art are at all times used
as rollers, in particular dancer rollers, the tape running about
the latter. Such dancer rollers are typically configured so as
to be movable and are pretensioned in a spring-elastic
manner in one direction.

[0004] Roller-based delay units of this type for interleaver
strips are known, for example, from the German patent
application DE 10 2013 204 956 Al. The interleaver strip
here is guided by way of U-shaped cartridges with inter-
leaver rollers which are in each case provided with a braking
means. The braking means comprise a braking mandrel
which acts on the respective interleaver roller and by way of
friction generates a braking torque.

[0005] A method for positioning interleaver strips between
foodstuff slices is known from publication DE 41 25 539 A1,
wherein the interleaver material is fed as a tape and when
feeding is decelerated in the movement of said tape by
feeding rollers of a delay unit.

[0006] It is disadvantageous in these delay units that the
braking torque is not capable of being set with the desired
precision, and heavy wear is created on the interleaver
rollers on account of the friction that is initiated in an
artificial manner.

SUMMARY

[0007] It is an object of the present invention to provide a
cutting machine having a delay unit for an unrolling device
which does not have the afore-mentioned disadvantages of
the prior art and moreover can be implemented in a cost-
effective manner and is readily adaptable to different geom-
etries of separating materials.

[0008] The object is achieved by a cutting machine as
claimed in claim 1.

[0009] The delay unit according to the invention in rela-
tion to the prior art thus has the advantage that the trans-
porting movement of the separating material is not delayed
by mechanically braking an interleaver roller, but is delayed
by exerting pressure on the separating material per se. For
example, the separating material by means of positive pres-
sure or by means of negative pressure can be pressed onto
a bearing face or suction plate which is replaceable and thus
individually adaptable to the geometry of the separating
material, on account of which the desired delay effect arises.
Positive pressure as well as negative pressure (thus in the
context of the present invention referring in each case to the
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positive or the negative pressure differential relative to the
ambient pressure) can advantageously be adjusted in a
comparatively precise and simple manner, on account of
which the desired delay effect is controllable. Moreover, the
delay unit can be more easily replaced, for example for the
purpose of maintenance or cleaning, since the in particular
tape-shaped separating material does not have to be guided
over a roller of the delay unit. A further advantage is that the
overall number of rollers can be significantly reduced in
relation to the prior art, on account of which the delay unit
according to the invention can be designed so as to be more
compact, lighter, cheaper, and less maintenance intensive.
The separating material preferably comprises a tape from
film or paper material. The separating material in the context
of the present invention is also referred to as an “inter-
leaver”, and the tape is referred to as an “interleaver strip”.

[0010] The delay unit according to the invention com-
prises a suctioning means for suctioning the separating
material by means of negative pressure. The movement of
the separating material is thus delayed by suctioning the
separating material by means of negative pressure. The
negative pressure is preferably accurately adjustable such
that the braking effect can be adapted to different conditions
and separating materials in a precise, rapid, and simple
manner. Suctioning by means of “negative pressure” in the
context of the present invention means in particular that in
the region, or within the suctioning means, respectively, a
pressure prevails that is lower as compared to the ambient
pressure of the delay unit. The ambient pressure will typi-
cally correspond to the mean air pressure, for example 1 bar
at sea level. On account of the pressure differential, air flows
to the suctioning means, on account of which the separating
material is suctioned to the suctioning means. A type of
(static) friction between the separating material and the
suctioning means is created on account of the suctioning, so
that the transporting resistance in the transporting move-
ment, which is in particular aligned so as to be perpendicular
to the suctioning direction, increases and the separating
material is thus braked. The braking in a known manner has
the effect that the separating material and in particular the
tape remains tensioned, ensuring that the separating material
is unrolled and provided in an orderly manner without said
separating material kinking, tearing, or backing up.

[0011] According to one preferred embodiment of the
present invention it is provided that the suctioning means
comprises a suction plate having at least one suction open-
ing, wherein the suction opening by way of a fluid line is
fluidically connected to a suction unit. The configuration of
the suctioning means as a suction plate has the advantage
that the separating material when suctioning the latter can
bear in a planar manner on the suctioning means, on account
of which the transporting resistance is increased. The geom-
etry of the suction plate is preferably individually adapted to
the geometry of the separating material. The suction plate is
in particular replaceable in a modular manner, so that the
delay unit in the case of a changeover of the separating
material can be adapted to the geometry of the new sepa-
rating material in a simple manner by way of a correspond-
ing replacement of the suction plate. The suction plate is
preferably provided with a multiplicity of suction openings
which are in each case fluidically connected to the fluid line.
The suction openings are either distributed uniformly across
the surface of the planar suction plate, or a plurality of the
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suction openings are disposed in a central region or a
peripheral region of the suction plate.

[0012] According to one preferred embodiment of the
present invention it is provided that the suction unit com-
prises a negative-pressure-generating unit, in particular a
fan, a Venturi nozzle, a vacuum pump, or the like. The use
of a fan represents a comparatively cost-effective solution
that is easy to implement. The fan comprises in particular a
housing in which a fan wheel that is driven by an electric
motor rotates. The fan wheel is disposed on a shaft that is
connected to the electric motor and has a rim of vanes set at
an attitude. The rotating speed of the fan wheel is determined
by the rotating speed of the electric motor by way of the
shaft. The rotating speed of the motor is preferably con-
trolled by way of a control unit. The negative pressure
generated in the suction openings of the suction plate for
suctioning the separating material depends on the air
throughput of the fan, said air throughput being determined
by the constructional parameters of the fan as well as by the
rotating speed of the fan wheel. The negative pressure can
thus advantageously be set by way of a modification of the
rotating speed such that the transporting resistance can
advantageously be set in a stepless manner and in an
extremely precise manner by controlling the rotating speed
of the fan wheel by means of the control unit. It is conceiv-
able that the control unit has for controlling the rotating
speed of the fan, wherein the control unit is in particular
configured in such a manner that the rotating speed of the fan
is controlled as a function of an unrolling and/or transporting
speed of the separating material. It is conceivable that the
unrolling or transporting speed is measured by means of a
sensor. In this case, the fan is preferably controlled by way
of a closed-loop control circuit in which the rotating speed
of the fan wheel is incorporated as a manipulated variable
and the unrolling or transporting speed (actual speed) is
incorporated as a regulating and feedback variable. The
unrolling and transporting speed is in this way automatically
maintained in a predefined nominal range. When an actual
speed that exceeds the nominal range is measured by the
sensor, the rotating speed of the fan is automatically
increased until the actual speed lies within the nominal range
again. By contrast, when an actual speed that falls short of
the nominal range is measured by the sensor, the rotating
speed of the fan is automatically reduced until the actual
speed lies within the nominal range again.

[0013] According to one preferred embodiment of the
present invention it is provided that the fluid line by way of
a quick-release coupling is operatively connected in a releas-
able manner to the suctioning means, wherein the coupling
unit is in particular capable of being coupled to a plurality
of different and mutually replaceable suction plates. The
quick-release coupling advantageously enables the delay
unit to be capable of being equipped with different suction
plates in a rapid and simple manner, on account of which the
delay units is adaptable to different separating materials and
separating material geometries. The different suction plates
differ in particular in terms of the dimensions thereof and/or
in terms of the number, size thereof, and/or the arrangement
of suction openings.

[0014] Alternatively to the use of the suctioning means it
is conceivable that the pressure-generating means comprises
a contact pressure means for pressing the separating material
onto a bearing face by means of compressed air, wherein the
pressure-generating means preferably has a compressor or
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fan for generating the compressed air, and/or a nozzle for
generating an air stream that is directed in the direction of
the separating material. The separating material by means of
the air stream is in particular pressed in a planar manner
against the contact pressure means which is configured in
the form of a contact pressure plate that is replaceable in a
modular manner, on account of which a friction-fit is created
between the separating material and the contact pressure
plate. The friction effect depends on the intensity of the air
stream, thus on the intensity of the positive pressure. Pres-
sure differential between a contact pressure by means of
“positive pressure” in the context of the present invention
means in particular that in the region, or within the pressure-
generating means, respectively, a pressure prevails that is
higher as compared to the ambient pressure of the delay unit.
The ambient pressure will typically correspond to the mean
air pressure, for example 1 bar at sea level. Air flows out of
the pressure-generating means on account of the pressure
differential. The separating material is pressed onto the
contact pressure plate on account of the air stream that is
created herein. To this end, the air stream is directed either
directly, preferably perpendicularly, onto the separating
material so that the separating material by the air stream is
moved in the direction of the contact pressure plate, or the
air jet is directed into a gap between the separating material
and the contact pressure plate so that the separating material
is pressed against the contact pressure plate on account of
the Venturi effect. The positive pressure is preferably pro-
vided by a compressor or a fan. It is conceivable for the
rotating speed of the fan wheel of said fan to be controlled
as a function of the transporting speed of the separating
material, the conveying speed of the foodstuff bar, or the
rotating speed of the knife, as has been explained in the
context of the fan of the suctioning means.

[0015] The unrolling device has a tape roll for providing
separating material, and the delay unit, wherein the delay
unit along the transporting movement of the separating
material is disposed downstream of the tape roll. The
transporting resistance of the separating material that is
unrolled from the tape roll is advantageously increased by
means of the delay unit such that always that much sepa-
rating material is unrolled from the tape roll as is actually
required. It is thus in particular prevented that, by virtue of
an insufficient rolling resistance of the tape roll, more
separating material is unrolled than can be received, thus
arising, for example, in the tape material backing up or
jumping from the tape roll. It is conceivable for the unrolling
device to be a multi-track unrolling device which provides
a plurality of separating-material tapes in parallel. In this
case, the unrolling device preferably has a plurality of tape
rolls that are disposed in parallel and a corresponding
plurality of delay units that are disposed in parallel. The
unrolling device according to the invention advantageously
has a severing installation for cutting a leaf from the tape
from separating material, wherein each leaf is severed by the
severing installation before, during, or after the leaf, or the
free end of the tape from separating material, respectively, is
injected into a cutting region of a cutting machine for cutting
foodstuffs. The transport of the tape herein is performed in
particular in an intermittent manner. Said intermittent con-
veying of the separating material is preferably performed by
means of a drive of the unrolling device, wherein the drive
along the transporting direction of the separating material in
the direction of the cutting machine is disposed behind the
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delay unit, thus between the cutting machine and the cutting
region. The drive comprises in particular a motor-driven
roller by way of which the tape from separating material is
guided. The drive is particularly preferably disposed along
the transporting direction of the separating material so as to
be between the delay unit and the severing installation.
Optionally, it is conceivable for the unrolling device to have
a further drive which is provided for driving the tape roll.
Alternatively, the tape roll can also be configured so as to
have a freewheeling mechanism or a braked freewheeling
mechanism.

[0016] The cutting machine according to the invention for
cutting foodstuff bars has a knife which severs foodstuff
slices from a foodstuff bar, said foodstuff slices being
disposed so as to at least partially overlap so as to form a
portion of a plurality of foodstuff slices, wherein a leaf from
separating material is provided between at least two food-
stuff slices, wherein the cutting machine has the unrolling
device according to the invention, said unrolling device
providing the separating material for the disposal of the leaf
between the two foodstuff slices. The cutting machine
according to the invention in relation to cutting machines
known from the prior art has the advantage that inserting or
injecting the separating-material leaf between two foodstuff
slices that have been severed from the foodstuft bar and are
partially stacked on top of one another functions in a
particularly reliable manner since a precise and individually
adaptable setting of the transporting resistance can be per-
formed on account of the use of the delay unit according to
the invention. It can in particular be ensured herein that only
that much separating material is unrolled from the tape roll
as is actually required for the current slicing and portioning
procedure. Moreover, the cutting machine can be adapted in
a simple manner to different foodstuffs which, for example,
require separating materials of different dimensions, since
the delay unit is also convertible in a simple and rapid
manner by replacing the suction plate. Frequent cleaning of
the machining components is a fundamental requirement in
foodstuff-processing machines. The cutting machine accord-
ing to the invention in this context offers the advantage that
the suction plate of the delay unit is readily and rapidly
retrievable and re-insertable for cleaning purposes. It is
conceivable for the cutting machine to be a multi-track
cutting machine which cuts a plurality of foodstuff bars in
parallel and disposes said foodstuff bars so as to form at least
partially overlapping stacks (also referred to as portions) of
foodstuff slices. In this case, the unrolling device corre-
spondingly comprises a multi-track unrolling device so that
individual leaves from separating material can be disposed
between foodstuff slices that are stacked on top of one
another of each stack prepared in parallel.

[0017] According to one preferred embodiment of the
present invention it is provided that the knife comprises a
rotating cutting knife, and the suctioning means comprises a
suction plate having at least one suction opening which by
way of a fluid line is fluidically connected to a suction unit
in the form of a fan, wherein the delay unit has a control unit
for controlling the rotating speed of the fan, said fan being
configured in such a manner that the rotating speed thereof
is controlled as a function of an unrolling and/or transporting
speed of the separating material and/or of the rotating speed
of the cutting knife and/or of a conveying speed of the
foodstuff bar in the direction of the cutting knife. The
rotating speed of the cutting knife and/or the conveying
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speed of the foodstuff bar is a measure for the rate at which
foodstuff slices are severed and stacked. The demand for
separating material is a direct function of said rate so that the
rotating speed of the cutting knife and/or the conveying
speed of the foodstuff bar can be resorted to as a controlling
or regulating variable for actuating the fan and thus ulti-
mately for the transporting resistance of the separating
material. It is conceivable for the fan to be controlled by way
of a closed-loop control circuit (as has been described
above), in which the rotating speed of the fan wheel is
incorporated as a manipulated variable, and the rotating
speed of the cutting knife and/or the conveying speed of the
foodstuff bar are incorporated, instead of or additionally to
the unrolling or transporting speed of the separating mate-
rial, as a regulating and feedback variable.

[0018] A further subject matter of the present invention for
solving the object mentioned at the outset is a method for
providing separating material, wherein the separating mate-
rial is unrolled from a tape roll and is provided in a cutting
region of a cutting machine, wherein a transporting move-
ment of the separating material from the tape roll to the
cutting region is delayed by a delay unit, wherein, for
delaying the transporting movement, pressure on the sepa-
rating material is generated by means of a pressure-gener-
ating means. According to the invention, the separating
material for delaying the transporting movement is suc-
tioned by a suctioning means by means of negative pressure.
It has already been explained above that the suctioning of the
separating material can advantageously be precisely set by
way of adjusting the negative pressure and is adaptable in a
stepless manner, such that an optimal adaptation of the
transporting resistance is enabled at any time.

[0019] According to one preferred embodiment of the
present invention it is provided that, for delaying the trans-
porting movement, the separating material is suctioned in
particular in a planar manner onto a suction plate, wherein
the negative pressure is generated by a negative-pressure-
generating unit in the form of a fan, said negative-pressure-
generating unit by way of a fluid line being fluidically
connected to at least one suction opening in the suction
plate.

[0020] According to one preferred embodiment of the
present invention it is provided that a rotating speed of the
fan is controlled as a function of an unrolling and/or trans-
porting speed of the separating material and/or of a rotating
speed of a rotating cutting knife of the cutting machine of a
control unit.

[0021] According to one preferred embodiment of the
present invention it is provided that foodstuff slices are
severed from a foodstuff bar by means of the cutting knife,
and wherein the foodstuff slices are disposed so as to at least
partially overlap so as to form a portion of a plurality of
foodstuff slices, wherein a leaf that is severed from the
separating material is disposed between at least two food-
stuff slices.

[0022] According to an alternative embodiment of the
present invention it is provided that, for delaying the trans-
porting movement, the separating material is in particular
suctioned in a planar manner onto a suction plate, wherein
the negative pressure is generated by a negative-pressure-
generating unit in the form of a fan, said negative-pressure-
generating unit by way of a fluid line being fluidically
connected to at least one suction opening in the suction
plate. It is conceivable for the rotating speed of the fan wheel
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of said fan to be controlled as a function of the transporting
speed of the separating material, of the conveying speed of
the foodstuff bar, or of the rotating speed of the knife, as has
been explained in the context of the fan of the suctioning
means.

[0023] Further details, features, and advantages of the
invention are derived from the drawings as well as from the
description hereunder of preferred embodiments by means
of the drawings.

[0024] The drawings herein illustrate only exemplary
embodiments of the invention which do not limit the essen-
tial concept of the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

[0025] FIG. 1 shows a schematic perspective view of an
unrolling device having a delay unit according to one
exemplary embodiment of the present invention.

[0026] FIG. 2 shows a schematic lateral view of a cutting
machine having an unrolling device and a delay unit accord-
ing to the exemplary embodiment of the present invention.

DETAILED DESCRIPTION

[0027] In both figures, identical parts are at all times
provided with the same reference signs and are in each case
therefore typically also identified or mentioned, respec-
tively, only once.

[0028] An unrolling device 10 according to an exemplary
embodiment of the present invention is schematically illus-
trated in FIG. 1. The unrolling device 10 comprises a tape
roll 11 on which at least one rolled-up tape from separating
material 2 is provided. The tape comprises in particular an
interleaver strip from which individual separating-material
leaves 5, so-called interleavers, are successively severed in
a cutting machine 20 (see FIG. 2), so as to dispose said
separating-material leaves 5 between foodstuff slices 22 that
are partially layered on top of one another and to prevent the
foodstuff slices from adhering to one another.

[0029] The tape in the context of a transporting movement
3 is first guided from the tape roll 11 which is freewheeling
or driven by a further drive (not illustrated) by way of (in the
present example) two deflection rollers 4 to a delay unit 1.
A person skilled in the art will appreciate that none, only one
or more than two deflection rollers 4 could also be disposed
between the tape roll 11 and the delay unit 1. Behind the
delay unit 1 the tape is fed to the cutting machine 20 (not
illustrated in FIG. 1). The individual separating-material
leaves 5 in the cutting machine 20 are severed from the tape
by means of a separate severing installation and injected
between the foodstuff slices 22 that are severed by a knife 21
of the cutting machine 20. A drive (not illustrated) which in
an intermittent manner conveys the separating material 2 in
the direction of the cutting machine 20 and herein unrolls
said separating material 2 from the tape roll 11 is between
the severing installation and the delay unit. The drive
comprises in particular a motor-driven roller by way of
which the tape of separating material 2 is guided. It is
conceivable for an air stream to be incorporated in the
cutting region, by way of which air stream the respective
leaf that is severed and is injected in an intermittent manner
by means of the Venturi effect clings to the front side of the
foodstuff slice just severed, and subsequently when portion-
ing the foodstuff slice just severed thereafter lies under the
latter on the stack of deposited foodstuff slices.
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[0030] The delay unit 1 serves for delaying the transport-
ing movement 3 of the tape along the transporting direction,
said transporting movement 3 being caused by the drive, so
as to increase the transporting resistance of the tape. It is
ensured in this way that the tape when unrolling from the
tape roll 11 is at all times tensioned and the tape does not
jump from the tape roll 11 or from the deflection rollers 4,
or kinks, tears, or backs up. It is achieved in particular that
only that much separating material 2 is unrolled from the
tape roll 11 as is required by the cutting machine 20 for
disposal between the foodstuff slices 22.

[0031] The delay unit 1 according to the invention com-
prises a suctioning means in the form of a planar suction
plate 6 which is penetrated by a multiplicity of suction
openings 7. A fluid line 8 which is fluidically connected to
the suction openings 7 is disposed on the rear side of the
suction plate 6. The fluid line 8 leads to a negative-pressure-
generating unit in the form of a fan 9. The fan 9 has a
housing in which a fan wheel that is driven by an electric
motor is disposed. The fan wheel has a rim of vanes that are
set at an attitude (not illustrated).

[0032] The attitude angle and the rotating direction of the
fan wheel are provided in such a manner that the fan 9 during
the operation thereof suctions air from the fluid line 8 and
conveys said air to the outside. On account thereof, a
negative pressure (also referred to as a vacuum) in relation
to the ambient pressure of the delay unit is created in the
fluid line 8 and in the region of the suction openings 7, on
account of which air is suctioned through the suction open-
ings 7 in the direction of the fan 9 in the region of the suction
plate 6. As a result of the tape running in the region of the
suction plate 6, the tape is suctioned onto the suction plate
6 and clings in a planar manner to the suction plate 6. The
mechanical contact between the tape and the surface of the
suction plate 6 leads to a frictional contact which increases
the transporting resistance of the tape. The transporting
resistance depends directly on how intensely the tape is
suctioned to the suction plate 6 and thus on the pressure
differential between the negative pressure in the interior of
the fluid line 7 and the ambient pressure. The pressure
differential depends on the conveyed volume of the fan 9.

[0033] In the present case, the rotating speed of the fan
wheel by means of a control unit is controllable optionally
in a stepless manner such that the pressure differential and
thus ultimately the transporting resistance are also control-
lable in a stepless manner. It is conceivable for the fan to be
controlled in a closed-loop manner by means of a closed-
loop control circuit. For example, the rotating speed of the
fan wheel is controlled in a closed-loop manner or at least in
an open-loop manner as a function of the unrolling and/or
transporting speed of the tape.

[0034] The suction plate 6 is coupled in a releasable
manner, for example by way of a quick-release coupling, to
the fluid line such that the suction plate 6 can be readily
retrieved for maintenance and/or cleaning purposes, and the
delay unit 1 can furthermore be equipped with different
suction plates 6. It is conceivable for a plurality of suction
plates 6 to be provided, said suction plates 6 varying in terms
of the dimensions thereof, such that a suction plate 6 which
matches in particular in terms of the width, can be assembled
for each type of separating material 2. It is also conceivable
for the number, size, and/or the distribution of the suction
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openings 7 in the suction plate 6 to be adapted to the
respective separating material 2 in the case of the different
suction plates 6.

[0035] A schematic lateral view of the cutting machine 20
is illustrated in FIG. 2.

[0036] The cutting machine 20 in the present example,
apart from the unrolling device 10 explained above by
means of FIG. 1, also has a rotating knife 21 and a product
infeed 24 and a portioning installation 25. The product
infeed 24 serves for feeding one or a plurality of foodstuff
bars 23, for example a bar of cheese, sausage, or ham, to the
knife 21, on account of which individual foodstuff slices 22
are severed from the foodstuff bar 23. The foodstuft slices 22
thereafter drop onto a transport belt of the portioning instal-
lation 25, said transport belt being controlled in such a
manner that stacks 26 of at least partially mutually overlap-
ping foodstuff slices 22 are formed on the transport belt.
[0037] Individual separating-material leaves 5 with the aid
of the unrolling device 10 are injected into the cutting region
of the knife 21 in such a manner that one separating-material
leaf 5 is in each case disposed between the foodstuff slices
22 that are stacked partially on top of one another, on
account of which the stacked foodstuff slices 22 are sepa-
rated from one another and do not adhere to one another. The
separating-material leaves 5 herein are severed from the tape
by means of the separate severing installation (not illus-
trated). The separating-material leaf 5 is in particular incor-
porated in the cutting region by way of a gap between the
knife 21 and the portioning installation 25.

[0038] It is conceivable for the rotating speed of the fan
wheel to be controlled in an open-loop manner or closed-
loop manner as a function of the rotating speed of the knife
21 and/or as a function of the conveying speed of the product
infeed by way of which the foodstuff bar 23 is fed to the
knife 21.

[0039] Itis furthermore conceivable for the present cutting
machine 20 to be configured as a multi-track cutting
machine 20 so that a plurality of foodstuff bars 23 are
simultaneously cut and portioned in parallel. In this case, the
cutting machine 20 comprises at least a plurality of product
infeeds 24 that are disposed in parallel, in particular con-
veyor belts which are disposed in parallel and are driven in
a mutually independent manner, and optionally also a plu-
rality of portioning installations 25 that are disposed in
parallel. The plurality of foodstuff bars 23 is however
preferably cut by way of the only one knife 21. Accordingly,
the unrolling device 10 comprises a multi-track unrolling
device so that individual leaves from separating material 2
can be disposed between foodstuff slices 22, stacked on top
of one another, of each of the stacks prepared in parallel. The
multi-track unrolling device 10 has in particular a plurality
of tape rolls 11 that are disposed in parallel in order to
provide a plurality of tapes of separating material 2, a
corresponding plurality of drives that are disposed in par-
allel, a corresponding plurality of severing installations that
are disposed in parallel, and/or a corresponding plurality of
delay units 1 that are disposed in parallel.

LIST OF REFERENCE SIGNS

[0040] 1 Delay unit

[0041] 2 Separating material
[0042] 3 Transporting movement
[0043] 4 Deflection roller

[0044] 5 Separating-material leaf
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[0045] 6 Suction plate
[0046] 7 Suction opening
[0047] 8 Fluid line

[0048] 9 Fan

[0049] 10 Unrolling device
[0050] 11 Tape roll

[0051] 20 Cutting machine
[0052] 21 Knife

[0053] 22 Foodstuff slice
[0054] 23 Foodstuff bar
[0055] 24 Product infeed
[0056] 25 Portioning installation

1. (canceled)

2. (canceled)

3. (canceled)

4. (canceled)

5. (canceled)

6. (canceled)

7. (canceled)

8. A cutting machine comprising:

a knife, which severs foodstuff slices from at least one

foodstuff bar, the foodstuff slices are disposed so as to
at least partially overlap so as to form a portion of a
plurality of foodstuff slices,

wherein a leaf from a separating material is provided

between two of the foodstuff slices,
wherein the cutting machine has an unrolling device, the
unrolling device providing the separating material for
disposal of the leaf between the two foodstuff slices and
in particular injecting said leaf into a cutting region,

wherein, the unrolling device has a tape roll for providing
the separating material
wherein the unrolling device has a delay unit the delay
unit along a transporting movement of the separating
material is disposed downstream of the tape roll,

wherein a delay unit is configured for delaying the trans-
porting movement of the separating material which is
unrolled from the unrolling device and is provided in
the cutting region of the cutting machine,
wherein the delay unit has a pressure generating means
for exerting pressure on the separating material,

wherein the pressure-generation means comprises a suc-
tioning means for suctioning the separating material by
means of negative pressure.

9. The cutting machine as claimed in claim 8, wherein the
suctioning means comprises a suction plate having at least
one suction opening,

wherein the suctioning opening by way of a fluid line is

fluidically connected to a suction unit.
10. A method for providing separating material, the
method comprising:
unrolling the separating material from the tape roll and
providing the separating material in the cutting region
of the cutting machine according to claim 8,

delaying the transporting movement of the separating
material from the tape roll to the cutting region by the
delay unit,

generating the pressure on the separating material by

means of the pressure-generating means for delaying
the transporting movement and

suctioning the separating material by means of the nega-

tive pressure by the suctioning means.

11. (canceled)
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12. The method as claimed in claim 10, wherein, the
separating material is suctioned in a planar manner onto a
suction plate during the delaying step,

wherein the negative pressure is generated by a negative-

pressure-generating unit in the form of a fan, the
negative-pressure-generating unit by way of a fluid line
being fluidically connected to at least one suction
opening in the suction plate.

13. The method as claimed in claim 12, wherein a rotating
speed of the fan is controlled by a control unit as a function
of an unrolling and/or transporting speed of the separating
material and/or of a rotating speed of a rotating cutting knife
of the cutting machine and/or of a conveying speed of the
foodstuff bar in the direction of the knife.

14. The method as claimed in claim 10, wherein the
separating material by means of compressed air is pressed
against a bearing face by a contact pressure means.

15. The method as claimed in claim 10, wherein the
foodstuff slices are severed from the foodstuft bar by means
of the knife, and

wherein the foodstuff slices are disposed so as to at least

partially overlap so as to form the portion of the
plurality of foodstuff slices,

wherein the leaf that is severed from the separating

material is disposed between at least two foodstuff
slices.

16. The cutting machine as claimed in claim 1, wherein
the cutting machine comprises a suction unit, the suction
unit comprises a negative-pressure-generating unit.

17. The cutting machine as claimed in claim 16, wherein
the negative-pressure-generating unit is a fan, a Venturi
nozzle, or a vacuum pump.
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18. The cutting machine as claimed in claim 1, wherein
the delay unit has a control unit for controlling a rotating
speed of a fan,

wherein the rotating speed of the fan is controlled as a

function of an unrolling and/or transporting speed of
the separating material.

19. The cutting machine as claimed in claim 1, wherein a
fluid line by way of a quick-release coupling is operatively
connected in a releasable manner to the suctioning means,

wherein the coupling unit is configured to be coupled to

a plurality of different and mutually replaceable suction
plates.

20. The cutting machine as claimed in claim 1, wherein
the pressure-generating means comprises a contact pressure
means for pressing the separating material onto a bearing
face by means of compressed air,

wherein the pressure-generating means has a compressor

or fan for generating compressed air, and/or a nozzle
for generating an air stream that is directed in a
direction of the separating material.

21. The cutting machine as claimed in claim 1, wherein
the knife comprises a rotating cutting knife, and the suc-
tioning means comprises a suction plate having at least one
suction opening, which by way of a fluid line is fluidically
connected to a suction unit in the form of a fan,

wherein the delay unit has a control unit for controlling

the rotating speed of the fan, the fan configured in such
a manner that a rotating speed thereof is controlled as
a function of an unrolling and/or transporting speed of
the separating material and/or of the rotating speed of
the knife and/or of a conveying speed of the at least one
foodstuff bar in a direction of the knife.
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