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Title: A system and method for inspecting poultry slaughter products

Description:

The present invention relates to a system for inspecting poultry slaughter products.

The invention also relates to a method for inspecting poultry slaughter products.

WO 98/16116 relates to a method and device for inspecting poultry, wherein, for the
purpose of enabling an increased conveyor speed, at least two inspectors on a rotating
table are moved along with the conveyor however at a velocity lower than that of the

poultry moved by said conveyor.

EP 3 075 256 relates to an inspection line in which every second shackle is moved

sideways to a position in which the poultry is inspected.

US 4,282,633 discloses an apparatus by means of which birds suspended from
hangers or shackles and moving in alignment in series through a processing plant are
divided into two lines for inspection by means of lateral urging of alternate ones of the

hangers towards an inspector position.

In another known system, of which an example is shown in the Youtube video
https://www.youtube.com/watch?v=VEsNdf-bRiQ, three inspectors are positioned next
to each other along a poultry conveyor having shackles from which chicken slaughter
products are suspended which need to be inspected. The shackles have three different
colors in a repetitive pattern of each time three differently-colored successive
shackles. Each inspector is allocated a different color and is supposed to only inspect
chicken suspended from a shackle having the color to which the inspector is

associated.

It is an object of the invention to provide a system and method for inspecting poultry
slaughter products in a reliable manner even at increased line speeds, that means, at
line speeds resulting in an increased number of transported poultry slaughter products

per unit of time such as per hour. Increased line speeds may be line speeds resulting
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in the transport of over 6000, 8000 or 10000 products per hour, for example 12000

products per hour.

According to the invention, a system for inspecting poultry slaughter products is
provided as defined in claim 1, for inspecting poultry slaughter products, comprising

- one supply transport line, comprising successive first product carriers;

- at least one discharge transport line, comprising successive second
product carriers;

- at least two inspection lines each comprising successive inspection
product carriers;

each of said first, second and inspection product carriers being
configured to carry and transport a respective one of the products;

the system further comprising

- an inspection station along each of the at least two inspection lines,
each inspection station being arranged for inspecting products passing said inspection
station while being transported by the associated inspection line during use, and;

- a first product transfer system for successively transferring products
from first product carriers of the supply transport line to respective inspection product
carriers while distributing the products over all of the at least two inspection lines;

- a second product transfer system for successively transferring products
from inspection product carriers to respective second product carriers of the at least

one discharge transport line.

By providing the at least two separate inspection lines and the first and second product
transfer systems it is possible to distribute slaughter products from the single supply
transport line over all of the at least two inspection lines and, downstream of the
inspection stations, transfer the slaughter products to the at least one discharge
transport line. Consequently, each of the at least two inspection lines may be driven
at a substantially lower speed compared to the single supply transport line. For
example, in case of two inspection lines, the line speed of each of the two inspection
lines may be half of that of the supply transport line. The reduced line speed of each
of the inspection lines make possible a very effective and reliable inspection by an

individual, or, inspector at the inspection station without the products passing the
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inspector at the higher line speed of the supply transport line. Inspection at such high
line speed may negatively influence the quality of the inspection by the inspector. In
other words, the single supply transport line may run at a line speed which is much
higher, in the above example of two inspection lines by a factor two, than a line speed
of the inspection lines which may be acceptable for or may be set as a maximum line
speed for the inspection of the slaughter products. For example, a maximum line speed
for the purpose of inspection may be set such that 6000 products per hour are
transported by the inspection line. At such a line speed each product may pass the
inspection station at a velocity which is such that a very effective and reliable
inspection by an inspector takes place. This means that the supply line may run at

12000 products per hour in case that two inspection lines are used.

In an embodiment, the system comprises one discharge transport line, wherein the
second product transfer system is arranged for successively transferring products from
inspection product carriers to respective second product carriers of the discharge
transport line, thereby merging the products from all of the at least two inspection lines
to the single discharge transport line. In such an embodiment, downstream of the
inspection stations, products from the at least two inspection lines are merged back
into one discharge line by the second transfer system. So, the single discharge
transport line may run at the same increased speed as the single supply transport line.
In an embodiment, the discharge transport line may be a continuation of the supply
transport line, that means that first product carriers from which products are
transferred to an inspection line continue their movement towards the second transfer
system where products are transferred back to those carriers, then acting as the

second product carriers.

The inspection of the products may be performed manually, by one or more individuals

per inspection station.

The products passing said inspection station while being transported by the associated
inspection line during use may be in the form of a continuous movement of products
or may be in the form of an indexing movement of products along the inspection

station.
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In an embodiment, the first product transfer system is arranged for evenly distributing

the products over all of the at least two inspection lines.

In an embodiment, the system comprises exactly two inspection lines. The provision
of exactly two inspection lines allows reduction of the line speed for the purpose of
inspection by half, which in most cases is sufficient for the purpose of obtaining a high
supply and discharge transport line speed while safeguarding an effective and reliable

inspection.

In an embodiment, for the purpose of distributing the products over all of the at least
two inspection lines, the first product transfer system is arranged for transferring in an
alternating manner products from successive first product carriers of the supply
transport line to respective inspection product carriers of a first and of a second of the
two inspection lines. This way, the products are evenly distributed over the two
inspection lines so that both the inspection lines can be run at an equal, reduced,

speed.

In an embodiment, the first product transfer system has at least two first product
transfer devices, each arranged for transferring products from first product carriers of
the supply transport line to respective inspection product carriers of one of the at least
two inspection lines. This way, the transfer of the products can be provided for in a
relatively easy manner. The number of first product transfer devices corresponds to
the number of inspections lines. Each first product transfer device may be carrousel-
like.

In an embodiment, each first product transfer device comprises a first buffer track
having first buffer product carriers, wherein the first product transfer device is arranged
for transferring products from first product carriers of the supply transport line to
respective first buffer product carriers and from the first buffer product carriers to
respective inspection product carriers of the associated inspection line. This way, the

products can be transferred to the inspection lines more easily.
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In an embodiment, similarly, the second product transfer system has at least two
second product transfer devices, each arranged for transferring products from
inspection product carriers of one of the at least two inspection lines to second product
carriers of the discharge transport line. This way, the transfer of the products can be

provided for in a relatively easy manner.

In an embodiment, each second product transfer device comprises a second buffer
track having second buffer product carriers, wherein the second product transfer
device is arranged for transferring products from inspection product carriers of the
associated inspection line to respective second buffer product carriers and from
second buffer product carriers to respective second product carriers of the discharge
transport line. This way, the products can be transferred from the inspection lines to

the single discharge transport line more easily.

An exemplary first transfer device and/or an exemplary second transfer device may
each be formed as, or similar to, a device having an ‘input station 4’, ‘transfer hooks
75 moving along guide rails 66’ and ‘output station 5’ as disclosed in U.S. patent No.
4,597,133, which is hereby incorporated herein by reference in its entirety. The
mentioned transfer hooks 75 moving along guide rails 66 may then constitute a buffer
track as described above. Another exemplary first transfer device and/or an exemplary
second transfer device may each be formed as, or similar to, a system 1 or 100 as
disclosed in International patent application W02019/212335A1, which is hereby

incorporated herein by reference in its entirety.

In an embodiment, the system further comprises a control system having a processor
and a memory element for storing thereon data relating to an individual product carried
by a specific first product carrier of the supply transport line, the control system being
operatively connected to the first and second transfer systems, and arranged for

- associating said data to a specific inspection product carrier of the
inspection line to which said product is transferred by the first transfer system, and for

- associating said data to a specific second product carrier of the
discharge transport line to which said product is transferred from said inspection

product carrier by the second transfer system. This way, irrespective of the transfers
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of the product, the data relating to each product is maintained. The data may comprise

data relating to a weight of the product and/or to the quality of the product, for example.

In an embodiment, the control system is further arranged for associating said data to
a specific first buffer product carrier to which said product is transferred by the first

transfer system.

In an embodiment, the control system is further arranged for associating said data to
a specific second buffer product carrier to which said product is transferred by the

second transfer system.

In an embodiment, the control system is further configured to control the first transfer
system in such a manner that products are selectively transferred to a specific
inspection line of the at least two inspection lines, preferably based on data relating to
the products. This may be achieved by an embodiment of the first transfer system
having selectively controllable transfer elements such as pushers, which may be
actuated by an actuator such as a solenoid or pneumatical cylinder and which are
arranged to transfer a product in dependence of a control signal from the control
system. The selective transfer may be performed in an alternating manner or be
performed based on product data such as weight or quality, for example. This means
that poultry slaughter products of different weight grades may be transferred to
separate inspection lines, or products which may have already been identified, such
as using upstream automated equipment like a camera system, as potentially having
arelatively low or high quality, or having a potential defect for example, may selectively

be transferred to one of the inspection lines, for example.

In an embodiment, the supply transport line and/or the discharge transport line is an
overhead conveyor having a driven transport chain to which carriers, either being the
first product carriers of the supply transport line or the second product carries of the
discharge transport line, formed as shackles, or, suspension hooks, are connected at
regular intervals and from which shackles poultry products are suspended by their

legs, preferably by their ankle joints.
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The supply transport line may have first product carriers being of a different type than

second product carriers of the discharge transport line.

The present invention also relates to a method, as defined in claim 15, of inspecting
poultry slaughter products using a system according to the invention as described
above, the method comprising the steps of:

- supplying, using the supply transport line, poultry slaughter products to
be inspected;

- successively transferring, using the first product transfer system, the
products from first product carriers of the supply transport line to respective inspection
product carriers while distributing the products over all of the at least two inspection
lines;

- inspecting, at the inspection stations along each of the at least two
inspection lines, products passing the respective inspection station while being
transported by the associated inspection line;

- successively transferring, using the second product transfer system,
the products, which have been inspected, from the inspection product carriers to
respective second product carriers of the at least one discharge transport line; and

- discharging, using the at least one discharge transport line, the

products.

In an embodiment of a system comprising one discharge transport line, the step of
successively transferring the products which have been inspected comprises

- successively transferring, using the second product transfer system,
the products, which have been inspected, from the inspection product carriers to
respective second product carriers of the one discharge transport line, thereby
merging the products from all of the inspection lines to the single discharge transport

line.

Effects of the method according to the invention are similar to effects of the system
according to the invention and vice versa. Embodiments of the system of the invention

apply in an analogous manner to the method of the invention, and vice versa.
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In an embodiment, a transport line speed of each of the inspection lines is smaller than
a transport line speed of the supply and of the discharge transport lines. In an
embodiment of the method using a system having exactly two inspection lines, a line
speed of each of the two inspection lines is at least approximately equal to half of the
line speed of the supply transport line and of the discharge transport line, preferably
wherein a line speed of each of the two inspection lines is about 6000 products per

hour.

The present invention will be explained below by means of the description of preferred
embodiments of systems and methods according to the invention, with reference to

the following highly schematic figures, in which:

- figure 1 shows a schematical representation of the principle of an
embodiment of a system according to the invention, in top view;

- figure 2 shows a schematical representation of the principle of a further
embodiment of a system according to the invention, in top view,;

- figure 3 shows a schematical representation of a first product carrier in
side view; and

- figure 4 shows a schematical representation of the principle of a still

further embodiment of a system according to the invention, in top view.

Figure 1 shows a system 1 for inspecting poultry slaughter products 4. The poultry
slaughter products may be eviscerated chicken slaughter products. The system 1
comprises a supply transport line 2, comprising successive first product carriers 3 (only
a few of the carriers are shown in the figures). The supply transport line 2 may be an
overhead conveyor having a driven transport chain 5 to which carriers 3 formed as
shackles, or, suspension hooks, are connected from which shackles poultry products

4 are suspended by their legs, preferably by their ankle joints 6. See figure 3.

The system also has a discharge transport line 7, comprising successive second
product carriers 8 which may also be formed as said shackles. Further, the system 1
has two inspection lines 10a,b each comprising successive inspection product carriers

11a,b. Each of said first, second and inspection product carriers is configured to carry
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and transport a respective one of the products 4. The system further comprises an
inspection station 12a,b along each of the inspection lines 10a,b, each inspection
station 12a,b being arranged for inspecting products passing said inspection station
while being transported by the associated inspection line during use. An individual

13a,b present at the inspection location 12a,b may perform a manual inspection.

The system 1 has a first product transfer system 15a,b for successively transferring
products 4 from first product carriers 3 to respective inspection product carriers 11a,b
while distributing the products 4 over all of the two inspection lines 10a,b. For the
purpose of distributing the products 4 over all of the two inspection lines 10a,b, the
first product transfer system 15a,b is arranged for transferring in an alternating manner
products from successive first product carriers 3 of the supply transport line 2 to
respective inspection product carriers 11a,b of a first 10a and of a second 10b of the
two inspection lines. This means that after that a poultry slaughter product 4 has been
transferred from a first product carrier 3 to an inspection carrier 11a of the inspection
line 10a, the successive product, that means the product carried by the next,
subsequent carrier 3, will be transferred to an inspection carrier 11b of the other
inspection line 10b, and so on. As shown, the first product transfer system 15a,b has
two carrousel-like first product transfer devices 15a and 15b, respectively, each
associated with one of the inspection lines 10a,b as figure 1 shows. The first product
transfer device 15a is arranged for transferring products 4 from first product carriers 3
of the supply transport line 2 to respective inspection product carriers 11a of the
inspection line 10a, while the other first product transfer device 15b is arranged for
transferring products 4 from first product carriers 3 of the supply transport line 2 to

respective inspection product carriers 11b of the inspection line 10b.

The system 1 also has a second product transfer system 20a,b for successively
transferring products 4 from inspection product carriers 11a,b to respective second
product carriers 8 of the discharge transport line 7, thereby merging the products 4
from both the inspection lines 10a,b to the discharge transport line 7. The second
product transfer system 20a,b has two second product transfer devices 20a and 20b,
each associated with one of the inspection lines 10a,b as figure 1 shows. The second

product transfer device 20a is arranged for transferring products 4 from inspection
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product carriers 11a of the inspection line 10a to second product carriers 8 of the
discharge transport line 7. The other second product transfer device 20b is arranged
for transferring products 4 from inspection product carriers 11b of the inspection line

10b to second product carriers 8 of the discharge transport line 7.

Figure 2 shows a system 100, which is a further embodiment of a system according to
the invention. Components which are equal to or at least function in a similar manner
as components of system 1 have been identified by reference numerals corresponding

to that of components of system 1, but to which 100 has been added.

The system 100, like system 1, has a supply transport line 102 comprising successive
first product carriers 103, two inspection lines 110a and 110b, respectively comprising
successive inspection product carriers 111a and 111b, and a discharge transport line
107 comprising successive second product carriers 108. The system further comprises
a respective inspection station 112a,b along each of the inspection lines 110a,b, each
inspection station 112a,b being arranged for inspecting products passing said
inspection station while being transported by the associated inspection line during
use. An individual 113a,b present at the inspection location 112a,b may perform a

manual inspection.

The system 100 has a first product transfer system 125a,b having two first product
transfer devices 125a and 125b which comprise a respective first buffer track 132a
and 132b. The first buffer tracks 132a,b have respective first buffer product carriers
133a,b. The first transfer device 125a is arranged for transferring products 4 from first
product carriers 103 of the supply transport line 102 to respective first buffer product
carriers 133a and from first buffer product carriers 133a to respective inspection
product carriers 111a of the associated inspection line 110a. The same holds for the
other first transfer device 125b which is arranged for transferring products 4 from first
product carriers 103 of the supply transport line 102 to respective first buffer product
carriers 133b and from first buffer product carriers 133b to respective inspection

product carriers 111b of the associated inspection line 110b.
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The second product transfer system 130a,b successively transfers products 4 from
inspection product carriers 111a,b to respective second product carriers 108 of the
discharge transport line 107, thereby merging the products 4 from both the inspection
lines 110a,b to the discharge transport line 107. The second product transfer system
130a,b has two second product transfer devices 130a and 130b, each associated with
one of the inspection lines 110a,b as figure 2 shows and each having a respective
second buffer track 134a and 134b. The second buffer tracks 134a,b have respective
second buffer product carriers 135a,b The second product transfer device 130a is
arranged for transferring products 4 from inspection product carriers 111a of the
inspection line 110a to respective second buffer product carriers 135a and from
second buffer product carriers 135a to second product carriers 108 of the discharge
transport line 107. Similarly, the other second product transfer device 130b is arranged
for transferring products 4 from inspection product carriers 111b of the inspection line
110b to respective second buffer product carriers 135b and from second buffer product

carriers 135b to second product carriers 108 of the discharge transport line 107.

Figure 4 shows a system 200, which is a further embodiment of a system according to
the invention. Components which at least function in a similar manner as components
of systems 1 and 100 have been identified by reference numerals corresponding to

that of components of system 1, but to which 200 has been added.

The system 200, has a supply transport line 202 comprising successive first product
carriers 203, two inspection lines 10a and 10b, like system 1, respectively comprising
successive inspection product carriers 11a and 11b. While system 1 has individual
carrousel-like transfer devices 15a,b for each inspection line 10a,b, the system 200
has a single carrousel-like first product transfer system 215 as further detailed below.
However, in a further embodiment, the invention provides a system equal to system
200 but which system, instead of the supply transport line 202 and first product transfer
system 215, has the supply transport line 2 and the first product transfer system 15a,b

as shown in figure 1 and described above.

Other than systems 1 and 100, the system 200 has two individual discharge transport

lines 107a and 107b each comprising respective successive second product carriers
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208a and 208b. The system 200 further comprises a respective inspection station
12a,b along each of the inspection lines 10a,b, each inspection station 12a,b being
arranged for inspecting products passing said inspection station while being
transported by the associated inspection line during use. An individual 13a,b present

at the inspection location 12a,b may perform a manual inspection.

The first product transfer system 215 is arranged for successively transferring products
4 from first product carriers 203 to respective inspection product carriers 11a,b while
distributing the products 4 over all of the two inspection lines 10a,b. For the purpose
of distributing the products 4 over all of the two inspection lines 10a,b, the first product
transfer system 215 is arranged for transferring in an alternating manner products from
successive first product carriers 203 of the supply transport line 202 to respective
inspection product carriers 11a,b of a first 10a and of a second 10b of the two

inspection lines.

The system 200 also has a second product transfer system 220a,b for successively
transferring products 4 from inspection product carriers 11a,b to respective second
product carriers 8 of the discharge transport lines 207a,b. The second product transfer
system 220a,b has two second product transfer devices 220a and 220b, each
associated with one of the inspection lines 10a,b as figure 4 shows. The second
product transfer device 220a is arranged for transferring products 4 from inspection
product carriers 11a of the inspection line 10a to second product carriers 208a of the
discharge transport line 207. The other second product transfer device 220b is
arranged for transferring products 4 from inspection product carriers 11b of the
inspection line 10b to second product carriers 208b of the discharge transport line
207b.

In a further embodiment, the invention provides a system equal to system 1 but which
system, instead of the discharge transport line 7 and second product transfer system
20a,b, has the two individual discharge transport lines 107a and 107b and second

product transfer system 220a,b.
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The systems 1, 100 and 200 further comprise a respective control system 40; 140; 240
having a processor 41; 141; 241 and a memory element 42; 142; 242 for storing
thereon data relating to an individual product 4 carried by a specific first product carrier
3; 103; 203 of the supply transport line 2; 102, 203 the control system being operatively
connected to the first product transfer systems 15a,b; 125a,b; 215 and to second
product transfer systems 20a,b; 130a,b; 220a,b. The data may comprise weight data,

and/or quality related data, for example.

The control systems 40; 140; 240 are arranged for associating said data to a specific
inspection product carrier 11a,b; 111a,b of the inspection line to which said product is
transferred by the first transfer system, and for associating said data to a specific
second product carrier 8; 108; 208 of the discharge transport line to which said product

is transferred from said inspection product carrier by the second transfer system.

The control system 140 is additionally arranged for associating said data to a specific
first buffer product carrier 113a,b to which said product is transferred by the first
transfer system 125a,b, and for associating said data to a specific second buffer
product carrier 135a,b to which said product is transferred by the second transfer

system 130a,b.

The single carrousel-like first product transfer system 215 of system 200 of figure 4 is
arranged for the selective transferring of products 4 to the two inspection lines 10a,b,
the selective transferring being performed as described above, based on a control
signal from the controller 240 having a processor 241 and a memory element 242 on
which data may be stored relating to individual products 4. The selective transferring

may thus be performed based on product weight, for example.

According to an exemplary method according to the invention, using the system 1
according to the invention, the following steps are executed:
- supplying, using the supply transport line 2, poultry slaughter products

4 to be inspected;



10

15

20

25

30

WO 2024/041805 PCT/EP2023/069514

14

- successively transferring, using the first product transfer system 15a,b,
the products 4 from first product carriers 2 to respective inspection product carriers
11a,b while distributing the products over the two inspection lines 10a,b;

- inspecting, at the inspection stations 12a,b along each of the at least
two inspection lines 10a,b, products 4 passing the respective inspection station while
being transported by the associated inspection line;

- successively transferring, using the second product transfer system
20a,b, the products 4, which have been inspected, from the inspection product carriers
to respective second product carriers 8 of the discharge transport line 7, thereby
merging the products from the two inspection transport lines to the discharge transport
line; and

- discharging, using the discharge transport line 7, the products 4 for the

purpose of further processing steps.

The similar applies to a method using the system 100, wherein the transfer steps
comprise a transfer of the products via the respective buffer tracks 132a,b and 134a,b.
The similar applies to a method using the system 200, wherein the step of transferring
using the second product transfer system 220a,b comprises transferring the products
4, which have been inspected, from the inspection product carriers to respective

second product carriers 208a,b of the discharge transport lines 207a,b,

A transport line speed of each of the two inspection lines 11a,b; 111a,b may be set at
half of a transport line speed of the supply transport line 2; 102; 202 and of the
discharge transport line 7; 107; 207a,b. The line speed of each of the two inspection

lines 11a,b; 111a,b may be set at about 6000 products 4 per hour.

Other variations to the disclosed embodiments can be understood and effected by
those skilled in the art in practicing the claimed invention, from a study of the drawings,
the disclosure, and the appended claims. The foregoing description provides
embodiments of the invention by way of example only. For example, although the
inspection station shown in Figures 1, 2 and 4 is arranged to enable a human inspector
to perform an inspection of products passing said inspection station while being

transported by the associated inspection line during use, the skilled person will
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understand that said inspection may alternatively be performed by a robot system. The
scope of the present invention is defined by the appended claims. One or more of the

objects of the invention are achieved by the appended claims.
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CLAIMS

1. A system for inspecting poultry slaughter products, comprising

- one supply transport line, comprising successive first product carriers;

- at least one discharge transport line, comprising successive second
product carriers;

- at least two inspection lines each comprising successive inspection
product carriers;

each of said first, second and inspection product carriers being
configured to carry and transport a respective one of the products;

the system further comprising

- an inspection station along each of the at least two inspection lines,
each inspection station being arranged for inspecting products passing said inspection
station while being transported by the associated inspection line during use; and

- a first product transfer system for successively transferring products
from first product carriers of the supply transport line to respective inspection product
carriers while distributing the products over all of the at least two inspection lines;

- a second product transfer system for successively transferring products
from inspection product carriers to respective second product carriers of the at least

one discharge transport line.

2. The system according to claim 1, comprising one discharge transport
line, wherein the second product transfer system is arranged for successively
transferring products from inspection product carriers to respective second product
carriers of the discharge transport line, thereby merging the products from all of the at

least two inspection lines to the discharge transport line.

3 The system according to claim 1 or 2, comprising exactly two inspection

lines.

4. The system according to claim 3, wherein, for the purpose of distributing
the products over all of the at least two inspection lines, the first product transfer

system is arranged for transferring in an alternating manner products from successive
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first product carriers of the supply transport line to respective inspection product

carriers of a first and of a second of the two inspection lines.

5. The system according to any one of the preceding claims, wherein the
first product transfer system has at least two first product transfer devices, each
arranged for transferring products from first product carriers of the supply transport

line to respective inspection product carriers of one of the at least two inspection lines.

6. The system according to claim 5, wherein each first product transfer
device comprises a first buffer track having first buffer product carriers, wherein the
first transfer device is arranged for transferring products from first product carriers of
the supply transport line to respective first buffer product carriers and from first buffer
product carriers to respective inspection product carriers of the associated inspection

line.

7. The system according to any one of the preceding claims, wherein the
second product transfer system has at least two second product transfer devices, each
arranged for transferring products from inspection product carriers of one of the at
least two inspection lines to second product carriers of the at least one discharge

transport line.

8. The system according to claim 7, wherein each second product transfer
device comprises a second buffer track having second buffer product carriers, wherein
the second transfer device is arranged for transferring products from inspection
product carriers of the associated inspection line to respective second buffer product
carriers and from second buffer product carriers to respective second product carriers

of the at least one discharge transport line.

9. The system according to any one of the preceding claims, further
comprising a control system having a processor and a memory element for storing
thereon data relating to an individual product carried by a specific first product carrier
of the supply transport line, the control system being operatively connected to the first

and second transfer systems, and arranged for
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- associating said data to a specific inspection product carrier of the
inspection line to which said product is transferred by the first transfer system, and for
- associating said data to a specific second product carrier of the at least
one discharge transport line to which said product is transferred from said inspection

product carrier by the second transfer system.

10. The system according to claim 6 or a claim dependent thereof, and
according to claim 9, wherein the control system is further arranged for associating
said data to a specific first buffer product carrier to which said product is transferred

by the first transfer system.

11. The system according to claim 8 or a claim dependent thereof, and
according to claim 9 or 10, wherein the control system is further arranged for
associating said data to a specific second buffer product carrier to which said product

is transferred by the second transfer system.

12. The system according to claim 9, 10 or 11, wherein the control system
is further configured to control the first transfer system in such a manner that products
are selectively transferred to a specific inspection line of the at least two inspection

lines, preferably based on data relating to the products.

13. The system according to any one of the preceding claims, wherein the
supply transport line and/or the at least one discharge transport line is an overhead
conveyor having a driven transport chain to which carriers formed as shackles, or,
suspension hooks, are connected from which shackles poultry products are suspended

by their legs, preferably by their ankle joints.

14. The system according to any one of the preceding claims, wherein the

first product carriers are of a different type than the second product carriers.

15. A method of inspecting poultry slaughter products using a system

according to any one of the preceding claims, the method comprising the steps of:
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- supplying, using the supply transport line, poultry slaughter products to
be inspected;

- successively transferring, using the first product transfer system, the
products from first product carriers of the supply transport line to respective inspection
product carriers while distributing the products over all of the at least two inspection
lines;

- inspecting, at the inspection stations along each of the at least two
inspection lines, products passing the respective inspection station while being
transported by the associated inspection line;

- successively transferring, using the second product transfer system,
the products, which have been inspected, from the inspection product carriers to
respective second product carriers of the at least one discharge transport line; and

- discharging, using the at least one discharge transport line, the

products.

16. The method according to claim 15 and using a system according to
claim 2 or a claim dependent thereof, wherein the step of successively transferring the
products which have been inspected comprises

- successively transferring, using the second product transfer system,
the products, which have been inspected, from the inspection product carriers to
respective second product carriers of the one discharge transport line, thereby

merging the products from all of the inspection lines to the discharge transport line.

17. The method according to claim 15 or 16, wherein a transport line speed
of each of the inspection lines is smaller than a transport line speed of the supply and

of the discharge transport lines.

18. The method according to claim 17 using the system of claim 3 or a claim
dependent thereof, wherein a line speed of each of the two inspection lines is at least
approximately equal to half of the line speed of the supply transport line and of the
discharge transport line, preferably wherein a line speed of each of the two inspection

lines is about 6000 products per hour.
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