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(54) A method and unit for automatically feeding a packaging machine for socks or similar
hosiery products

(57) In a method and a unit for automatically feeding
a packaging machine (2) for socks (3) or similar hosiery
products, the socks (3) are stripped in pairs off respec-
tive pairs of forms (7) in a processing unit (4) and are
transferred to a respective pair of belt conveying devices
(11, 12) which feed the socks (3) along respective paths

(P2, P1) that converge on each other and, before laying
the socks (3) over each other at the point of conver-
gence (A) of the feed paths (P2, P1), act in conjunction
with respective devices (22, 23, 29, 30) for adjusting the
position of the socks (3) relative to each other in such a
way as to align the socks neatly as they are laid over
each other.
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Description

[0001] The present invention relates to a method and
a unit for automatically feeding a packaging machine for
socks or similar hosiery products.
[0002] In a hosiery manufacturing plant, a machine for
making socks is usually connected at the downstream
end to an inspection and boarding unit used to fix the
shape and size of the socks. The outfeed end of the in-
spection and boarding unit is in turn linked up to a unit
which feeds the socks to a packaging machine which
places the socks in boxes or other packages ready for
sale.
[0003] To give an example, a customary inspection
and boarding unit normally comprises a carousel that
rotates in steps about a usually vertical axis and periph-
erally mounts a plurality of pairs of forms parallel to the
axis of rotation. The pairs of forms, each of which is used
for a repective pair of socks, are stopped in succession
at a first loading station where, usually, an operator man-
ually pulls a sock over each form. The forms then move
one after another through a second shrinkage station,
a third steam setting station, where each sock is set to
the shape of the form, a fourth drying station and a fifth
unloading station located at the infeed end of the afore-
mentioned feed unit.
[0004] At the unloading station of a customary instal-
lation, there is a feed unit equipped with a roller system.
The roller system is designed to strip the socks from
both forms in each pair simultaneously and to lay them
flat over each other on a conveyor belt connected to the
above mentioned packaging machine.
[0005] In a system of this type, during the steps of
stripping the socks from the forms and subsequently lay-
ing them over each other and placing them on the con-
veyor belt, it is difficult to keep the two socks of each
pair neatly aligned with each other, with the result that
the packaged end product may look quite unattractive.
This disadvantage is even more evident in those cases
where the forms are L-shaped like leg and foot, which
makes the operation of stripping the socks from the
forms more difficult.
[0006] The aim of the present invention is to provide
a method for automatically feeding a packaging ma-
chine for socks or similar hosiery products that over-
comes the above mentioned disadvantage.
[0007] In accordance with this aim, the present inven-
tion provides a method for automatically feeding socks
or similar hosiery products to a packaging machine as
the socks feed out of a sock processing unit, the method
comprising a step of laying the socks over each other
and a step of placing the socks on conveyor means con-
nected to the infeed section of the packaging machine;
the method being characterised in that it comprises a
step of adjusting the position of the socks relative to
each other.
[0008] The present invention also relates to a unit for
automatically feeding a packaging machine for socks or

similar hosiery products.
[0009] Accordingly, the present invention provides a
unit for automatically feeding a packaging machine for
socks or similar hosiery products; the unit comprising
conveyor means connected to an infeed section of the
packaging machine and being designed to receive the
socks placed on the conveyor means as they feed out
of a sock processing unit, and aligning means for laying
the socks transferred from the processing unit over each
other; the feeding unit being characterised in that it com-
prises means for adjusting the position of the socks rel-
ative to each other.
[0010] The invention will now be described with refer-
ence to the accompanying drawings which illustrate a
preferred embodiment of it and in which:

- Figure 1 is a schematic side view, with some parts
cut away for clarity, of a first preferred embodiment
of the feed unit according to the present invention;

- Figures 2 and 3 are two different perspective views
of the unit shown in Figure 1;

- Figure 4 is a schematic front view of a part of the
feed unit, viewed in the direction indicated by the
arrow F1 in Figure 1;

- Figure 5 is a schematic front view of another part of
the feed unit, viewed in the direction indicated by
the arrow F2 in Figure 1;

- Figures 6 and 7 are two schematic perspective
views of a detail of the feed unit illustrated in Figure
1, in two different operating positions;

- Figure 8 is a schematic side view, with some parts
cut away for clarity, of a second preferred embodi-
ment of the feed unit according to the present in-
vention;

- Figure 9 is a schematic plan view of the feed unit
shown in Figure 8;

- Figure 10 is a schematic front view, with some parts
cut away, of the feed unit shown in Figure 8; With
reference to Figure 1, the numeral 1 denotes in its
entirety a unit for automatically feeding an automat-
ic machine 2, for example a packaging machine for
socks 3 or similar hosiery products.

[0011] The unit 1 is an operating unit forming part of
a hosiery manufacturing line. It is connected at the up-
stream end to a unit 4 for processing and/or finishing the
socks 3, for example an inspection and boarding unit 4,
used to fix the shape and size of the socks 3 and, at the
downstream end, to the packaging machine 2 which
places the socks 3 in boxes or other packages (not il-
lustrated) ready for sale.
[0012] Both the inspection and boarding unit 4 and the
packaging machine 2 are of well known type and there-
fore illustrated schematically as blocks in Figure 1.
[0013] In particular, Figure 1 shows an outfeed carou-
sel 5 of the unit 4 and an infeed conveyor 6 of the ma-
chine 2. The carousel 5 rotates in steps about a vertical
axis and peripherally mounts a plurality of pairs of forms
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7 placed side by side and parallel to the axis of rotation.
The conveyor 6, on the other hand, is a belt conveyor
system comprising a conveyor section 8 that forms a
horizontal conveying plane and that is designed to feed
the socks 3 towards the working parts of the machine 2
in a defined direction D.
[0014] The feed unit 1 comprises a conveyor assem-
bly 9 followed in the direction D by the infeed conveyor
6 of the machine 2, and a stripping and transfer unit 10
which picks the socks 3 in pairs from the respective pairs
of forms 7 and places the socks 3 on the conveyor as-
sembly 9. The stripping and transfer unit 10 is of well
known type and therefore illustrated schematically as a
block in Figure 1.
[0015] As shown in Figures 1, 4 and 5, the conveyor
assembly 9 comprises a first conveying device 11 and
a second conveying device 12, each designed to convey
one of the socks 3 forming a pair of socks 3 transferred
by the unit 10.
[0016] The first conveying device 11 comprises a first
conveyor section 13 (Figures 1 and 4) and a second
conveyor section 14 (Figures 1 and 5), positioned one
after the other in substantially the same plane. Looking
in more detail, the conveyor sections 13 and 14 form a
horizontal conveying plane at a height above the con-
veying plane formed by the aforementioned conveyor
section 8.
[0017] The second conveying device 12 comprises a
first conveyor section 15 (Figures 1 and 4) and a second
conveyor section 16 (Figures 1 and 5), positioned one
after the other in substantially the same plane. Looking
in more detail, the conveyor sections 15 and 16 form a
horizontal conveying plane at a height below the con-
veying plane formed by the conveyor sections 13 and
14 and lying in substantially the same plane as the con-
veying plane formed by the conveyor section 8.
[0018] As illustrated in Figure 4, the conveyor sec-
tions 13 and 15 are parallel to each other at different
heights in a fixed position and offset from each other in
such a way as to partially overlap.
[0019] The conveyor sections 14 and 16 are parallel
to each other at different heights and are driven trans-
versely relative to each other to and from a position in
which they are vertically aligned with each other. Look-
ing in more detail, with reference to Figure 5, the con-
veyor section 16 is supported by a carriage 37 that runs
on guide rails 38 under the action of an actuator 17
which drives the conveyor section 16 itself, transversely
and horizontally, under the conveyor section 14.
[0020] In particular, the conveyor section 16 can move
from a first position (drawn with a continuous line on the
right in Figure 5) in which it receives the socks 3 from
the conveyor section 15 preceding it in the aforemen-
tioned direction D, and in which the conveyor section 16
is vertically offset, in the direction D, relative to the infeed
conveyor 6 of the packaging machine 2, whilst it is
aligned, again in the direction D, with the conveyor sec-
tion 15, and a second position (illustrated in Figure 1

and drawn with a dashed line on the left in Figure 5) in
which it receives and lays the socks 3 over each other,
and in which the conveyor section 16 is vertically aligned
with the conveyor section 14 and aligned, in the direction
D, with the conveyor section 14 itself and with the con-
veyor 6.
[0021] Looking in more detail, the conveyor section
16 is longer than the conveyor section 14 and connects
with the conveyor section 8 of the conveyor 6 so as to
transfer the socks 3 to the conveyor 6 itself.
[0022] In addition to the conveyor sections 13 and 14,
the first conveying device 11 comprises a third conveyor
section 18 positioned in succession after the conveyor
section 14 and obliquely relative to the conveyor section
14. More specifically, the conveyor section 18 is inclined
downwardly in the direction D and converges with an
intermediate portion of the conveyor section 16 below
when the latter is in the aforementioned second working
position for receiving and laying the socks 3 over each
other.
[0023] The conveyor sections 13, 15 and 16 consist
of respective conveyor belts independently driven in
steps by separate motors 13a, 15a and 16a and are
looped around respective pulleys whose axes are hori-
zontal and parallel to each other. The conveyor sections
14 and 18, on the other hand, consist of a single con-
veyor belt also independently driven in steps by a motor
14a and looped around pulleys whose axes are horizon-
tal and parallel to each other. In an embodiment which
is not illustrated, the conveyor sections 14 and 18, like
the conveyor sections 13, 15 and 16, consist of two sep-
arate conveyor belts.
[0024] The conveyor sections 16 and 18 constitute
aligning means 19 since they form respective conveying
paths P1 and P2 which converge at a zone A where the
socks 3, transported by the conveyor sections 16 and
18 themselves, are laid over each other as they move
forward. The zone A is created when the conveyor sec-
tion 16 is moved by the actuator 17 from its first position
to its second position.
[0025] In order to ensure that the socks 3 are exactly
aligned when they are laid over each other at the con-
vergence zone A, the conveying devices 11 and 12 co-
operate, upstream of the zone A in the direction D, with
respective means 20 and 21 for adjusting the position
of the socks 3 relative to each other. The adjustment
means 20 associated to the conveying device 11 com-
prise a first adjustment device 22 associated to the con-
veyor section 13 (Figures 1, 2, 4, 6 and 7) and a second
adjustment device 23 (Figures 1, 2 and 5) associated to
the conveyor section 14.
[0026] As shown in more detail in Figures 2, 4, 6 and
7, the device 22 comprises an articulated pusher 24 that
moves in a direction T transversal to the direction D of
the conveyor section 13 and has two push plates 25 and
26, jointed to each other in a Vee configuration and de-
signed to intercept and push the socks 3 in such a way
as to adjust the position of the socks 3 transversely with
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respect to the conveyor section 13. The Vee shaped
configuration of the plates 25 and 26 makes it possible
to adjust the angular position of the parts of the socks 3
corresponding to the foot and leg. As shown in Figures
6 and 7, the pusher 24 is moved in the direction T by
respective actuating means, illustrated in Figure 4 and
labelled 24a, between a rest position away from the cen-
tre of the conveyor section 13, shown in Figures 4 and
6, where the two plates 25 and 26 do not interfere the
socks 3 that arrive from the aforementioned unit 10 and
move along the first part of the conveyor section 13 with
the foot and leg portions not exactly orientated, and an
adjustment position close to the centre of the conveyor
section 13, shown in Figure 7, where the two plates 25
and 26 interfere with the socks 3 in such a way as to
correctly orientate the foot and leg portions.
[0027] As shown in Figures 6 and 7, one of the two
plates of the pusher 24 namely, the plate 26, is connect-
ed to the articulated pusher 24 by an arm 26a that is free
to turn about a vertical axis X. Looking in more detail,
the plate 26 is joined to the pusher 24 by an actuator 41
which allows the plate 26 to move angularly between a
position in which it is substantially parallel to the direc-
tion D, shown in Figure 6, and an angled position to-
wards the centre of the conveyor section 13, shown in
Figure 7, where it orientates the foot portion of the sock
3 relative to the leg portion.
[0028] As shown in more detail in Figures 3 and 5, the
second adjustment device 23 comprises a rocker arm
27, that rotates about a horizontal axis transversal to the
direction D and mounts at its free end a push plate 28
designed to intercept the socks 3 in such a way as to
adjust the position of the socks 3 lengthways, that is to
say, in the direction D, relative to the conveyor section
14. The plate 28 acts in conjunction with a position sen-
sor 39 connected to the control unit 36.
[0029] Similarly, the adjustment means 21 associated
to the conveying device 12 comprise a first adjustment
device 29 associated to the conveyor section 15 and a
second adjustment device 30 associated to the convey-
or section 16, when it is in its second position under and
in vertical alignment with the conveyor section 14.
[0030] As shown in more detail in Figures 2, 4, 6 and
7, the device 29 comprises an articulated pusher 31 that
moves in a direction T' transversal to the direction D of
the conveyor section 15 and parallel to the direction T
and has two push plates 32 and 33, jointed to each other
in a Vee configuration and designed to intercept and
push the socks 3 in such a way as to adjust the position
of the socks 3 with respect to the conveyor section 15
in the same way as the plates 25 and 26 of the pusher
24 adjust it relative to the conveyor section 13. Thus, as
in the previous case relating to the pusher 24 and the
conveyor section 13, the Vee shaped configuration of
the plates 32 and 33 makes it possible to adjust the an-
gular position of the parts of the socks 3 corresponding
to the foot and leg.
[0031] As shown in Figures 6 and 7 and as in the case

of the plates 25 and 26, one of the plates of the pusher
31, namely, the plate 33, has the same type of articula-
tion as the plate 26.
[0032] As shown in more detail in Figures 3 and 5, the
device 30 comprises a rocker arm 34, that rotates about
a horizontal axis transversal to the direction D and
mounts at its free end a push plate 35 designed to in-
tercept the socks 3 in such a way as to adjust the posi-
tion of the socks 3 lengthways, that is to say, in the di-
rection D, relative to the conveyor section 16. Like the
plate 28, the plate 35 acts in conjunction with a position
sensor 40 also connected to the control unit 36.
[0033] During use, each time the carousel 5 stops, a
pair of forms 7 stops in front of the stripping and transfer
unit 10 and the unit transfers the socks 3 from the forms
7, in a known manner which is not illustrated, and places
the socks 3 on the conveyor assembly 9. More specifi-
cally, of the two socks 3 transferred, one is placed on
the conveyor section 13 of the device 11 and the other
on the conveyor section 15 of the device 12.
[0034] When the conveyor sections 13 and 15 stop,
the adjustment devices 22 and 29 connected to them
are driven by the control unit 36 in such a way as to
transversely adjust the position of the socks 3 relative
to the conveyor sections 13 and 15, respectively. During
this adjustment step, performed by the pushers 24 and
31, the socks 3 are also adjusted angularly thanks to the
Vee shaped configuration of the plates 25, 26, 32 and
33, in the manner described above.
[0035] Next, the conveyor sections 13 and 15 feed the
respective socks 3 towards the corresponding conveyor
sections 14 and 16, the section 16 being in the position
illustrated by the continuous line in Figure 5, that is to
say, on the right of the section 14 and offset relative to
the latter.
[0036] While they are on the conveyor sections 14
and 16, the socks 3 are stoped after coming into contact
with and passing the plates 28 and 35. At this point, the
control unit 36, on signals from the proximity sensors 39
and 40, inverts the direction of motion of the conveyor
sections 14 and 16 so as to bring the socks 3 into contact
with the respective plates 28 and 35. On contact, de-
tected by the sensors 39 and 40 connected to the rocker
arms 27 and 34, the conveyor sections 14 and 16 start
moving in the direction D again. More specifically, before
restarting in the direction D, the conveyor section 16,
under the action of the actuator 17, which is triggered
by the control unit 36 when the latter receives the signals
from the sensors 39 and 40, moves from the position
illustrated by the continuous line in Figure 5 to the posi-
tion, illustrated by the dashed line in Figure 5, where it
is vertically aligned with the conveyor section 14, so that
it is aligned in the direction D not only with the conveyor
section 14 but also with the conveyor 6.
[0037] Once their longitudinal positions relative to
each other have been adjusted in the manner described
above, the socks 3 are fed towards the zone A where
the paths P1 and P2 converge and where the socks 3
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are laid over each other as they move along the paths
P1 and P2.
[0038] After being laid over each other, the socks 3
continue moving in the direction D towards the conveyor
section 8 from the portion of the conveyor section 16
that is located downstream of the zone A.
[0039] From the above description, it is clear that the
positions of the socks 3 relative to each other are ad-
justed indirectly by adjusting the position of each sock
3 relative to the respective conveying device 11, 12. It
is also clear that the exact reciprocal alignment of the
socks 3 when they are laid over each other at the zone
A is accomplished thanks to the coordinated and com-
bined action of the adjustment means 20 and 21 with
the respective conveying devices 11 and 12, made pos-
sible by the control unit 36 and by the independent drive
of the conveyor sections 13, 14, 15 and 16, through the
separate motors 13a, 14a, 15a and 16a.
[0040] In another embodiment of the unit 1 which is
not illustrated, the actuator 17 might be connected to the
conveyor section 15 which would move in the same way
as the conveyor section 16, while the conveyor section
16 would be fixed in a position corresponding to the po-
sition of reciprocal vertical alignment with the conveyor
section 14.
[0041] With reference to Figures 8, 9 and 10, which
illustrate a variant of the embodiment described with ref-
erence to Figures 1 to 7, the conveyor section 15 is po-
sitioned at a height above the conveyor section 8 and
the conveyor section 16 is inclined downwardly in the
direction D in such a way as to connect the conveyor
sections 15 and 8. Further, the conveyor section 16 is
transversely fixed, that is to say, there is no actuator 17.
[0042] The conveyor sections 13 and 14 of the first
conveying device 11 of Figure 1 are substituted by a sin-
gle conveyor section 42, which is equal in length to the
conveyor section 15 below it and which is aligned
lengthways above the conveyor section 15 itself. In oth-
er words, with reference to the direction D, the upstream
ends of the conveyor sections 15 and 42 are vertically
aligned, as are the downstream ends of the conveyor
sections 15 and 42. The upstream ends of the conveyor
sections 16 and 18 are also vertically aligned, whilst the
downstream end of the conveyor section 18 is posi-
tioned above an intermediate zone of the conveyor sec-
tion 16 below it.
[0043] As shown in Figures 9 and 10, the conveyor
sections 42, 18 and 16 are equal in width, whilst the con-
veyor section 15 is wider, in this case, twice as wide: the
conveyor section 15 has a first transversal edge that is
vertically aligned below a first corresponding transversal
edge of the conveyor section 42, and a second trans-
versal edge that extends outwards with respect to the
orthogonal projection of the conveyor section 42.
[0044] The adjustment means 20 and 21 are associ-
ated to the conveyor sections 42 and 15, respectively.
Looking in more detail, the conveyor section 42 is con-
nected to both the first adjustment device 22 and the

second adjustment device 23, whilst the conveyor sec-
tion 15 is connected to both the first adjustment device
29 and the second adjustment device 30. The first ad-
justment devices 22 and 29 are exactly the same as
those described above, whilst the second adjustment
devices 23 and 30, which for convenience, have the
same reference numbers as those described above, are
of the optical type and, in particular, each of the rocker
arms 27 and 34 is substituted by a pair of retroreflective
photocells designed to detect the toe and welt of each
sock 3.
[0045] The stripping and transfer unit 10 comprises
two outfeed belt conveyors 43 and 44, both downwardly
inclined in the direction D. Of these conveyors, the con-
veyor 43 is aligned lengthways with the conveyor sec-
tion 42 and is equal to it in width, whilst the conveyor
44, which is inclined to a greater extent than the con-
veyor 43, runs alongside the latter so that the socks 3
are placed on a longitudinal strip of the conveyor section
15 which extends past the edge of the conveyor section
42 above it.
[0046] During use, the socks 3 stripped from the forms
are placed by the conveyors 43 and 44 on the conveyor
sections 42 and 15, respectively. The adjustment devic-
es 22 and 29 are driven by the control unit 36 in such a
way as to adjust the positions of the socks 3 transversely
and angularly relative to the conveyor sections 42 and
15, in such a way that the socks 3 are aligned with each
other transversely to the direction D.
[0047] The motion of the conveyor sections 42 and 15
is controlled by the control unit 36, acting in conjunction
with the optical adjustment devices 22 and 30 in such a
way as to align the socks 3 with each other lengthways
in the direction D.
[0048] Once their positions relative to the conveyor
sections 42 and 15, and hence, indirectly, their positions
relative to each other, have been adjusted in the manner
described above, the socks 3 are fed towards the zone
A where the paths P1 and P2 converge and where the
socks 3 are laid over each other as they move along the
paths P1 and P2.
[0049] After being laid over each other, the socks 3
continue moving in the direction D towards the conveyor
section 8 from the portion of the conveyor section 16
that is located downstream of the zone A.
[0050] It should be emphasised that the present in-
vention, of which only some embodiments have been
described, may be further modified and adapted in sev-
eral ways without thereby departing from the spirit of the
inventive concept.

Claims

1. A method for automatically feeding socks or similar
hosiery products to a packaging machine as the
socks (3) feed out of a sock (3) processing unit (4),
the method comprising a step of laying the socks
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(3) over each other and a step of placing the socks
(3) on conveyor means (9) connected to the infeed
section (6) of the packaging machine (2); the meth-
od being characterised in that it comprises a step
of adjusting the position of the socks (3) relative to
each other.

2. The method according to claim 1, characterised in
that the adjustment step precedes the overlaying
step.

3. The method according to claim 1, characterised in
that the step of placing the socks (3) on the con-
veyor means (9) precedes the adjustment step.

4. The method according to claim 3, characterised in
that the adjustment step is performed with the
socks (3) positioned on the conveyor means (9).

5. The method according to claim 4, characterised in
that the step of placing the socks (3) on the con-
veyor means (9) comprises a further step of posi-
tioning each of the two socks (3) in each pair of
socks (3) respectively on a first and on a second
conveying device (11, 12) of the conveyor means
(9); the adjustment step being performed individu-
ally on each of the two socks (3) while the socks (3)
are positioned on the first and second conveying
devices (11, 12).

6. The method according to claim 5, characterised in
that the first and second conveying devices (11, 12)
feed each of the socks (3) along respective feed
paths (P2, P1) that converge on each other at a
zone (A) where the socks (3) are laid over each oth-
er as they move forward.

7. A unit for automatically feeding a packaging ma-
chine for socks or similar hosiery products; the unit
(1) comprising conveyor means (9) connected to an
infeed section (6) of the packaging machine (2) and
being designed to receive the socks (3) placed on
the conveyor means (9) as they feed out of a sock
(3) processing unit (4), and aligning means (19) for
laying the socks (3) transferred from the processing
unit (4) over each other; the feeding unit (1) being
characterised in that it comprises means (20, 21)
for adjusting the position of the socks (3) relative to
each other.

8. The unit according to claim 7, characterised in that
the adjustment means (20, 21) are positioned up-
stream of the aligning means (19) in the feed direc-
tion (D) of the socks (3) from the processing unit (4)
to the packaging machine (2).

9. The unit according to claim 8, characterised in that
the adjustment means (20, 21) act in conjunction

with the conveyor means (9) to adjust the position
of the socks (3) relative to each other while the
socks (3) themselves are positioned on the convey-
or means (9).

10. The unit according to claim 9, characterised in that
the conveyor means (9) comprise a first and a sec-
ond conveying device (11, 12) each designed to
convey one of the socks (3) forming a pair of socks
(3) placed on the first and second conveying devic-
es (11, 12) by the stripping and transfer means (10);
the adjustment means (20, 21) acting in conjunction
with the first and second conveying devices (11, 12)
to adjust the position of the socks (3) relative to each
other while the socks (3) themselves are positioned
on the first and second conveying devices (11, 12).

11. The unit according to claim 9, characterised in that
the adjustment means (20, 21) comprise articulated
pushers (24, 31) that move between a position
where they do not interfere with the socks (3) and
a position where they adjust the orientation of the
socks (3); the adjustment means (20, 21) compris-
ing, for each conveying device (11, 12) two push
plates (25, 26; 32, 33) designed to come into con-
tact with the leg and foot parts of the socks (3), re-
spectively.

12. The unit according to claim 11, characterised in
that at least one plate (26; 33) of the two plates
(25,26;32,33) of each pusher (24, 31) can move be-
tween two operating positions.

13. The unit according to claim 10, characterised in
that each of the first and second conveying devices
(11, 12) comprises at least one first conveyor sec-
tion (13, 15) and at least one second conveyor sec-
tion (14, 16) positioned one after the other in sub-
stantially the same plane.

14. The unit according to claim 11, characterised in
that the first conveyor sections (13, 15) are parallel
at different heights in a fixed position; whilst the sec-
ond conveyor sections (14, 16) are parallel at differ-
ent heights and are driven transversely relative to
each other to and from a position in which they are
vertically aligned with each other.

15. The unit according to claim 12, characterised in
that the first conveying device (11) comprises a
third conveyor section (18) positioned in succession
after the conveyor section (14) and obliquely rela-
tive to the section (14) itself.

16. The unit according to claim 13, characterised in
that the third conveyor section (18) of the first con-
veying device (11) and the second conveyor section
(16) of the second conveying device (12) constitute
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the aligning means (19) forming respective convey-
ing paths (P2, P1) which converge at a zone (A)
where the socks (3) are laid over each other as they
move forward.

17. The unit according to claim 10, characterised in
that the first and second conveying devices (11, 12)
constitute the aligning means (19) which form re-
spective conveying paths (P2, P1) that converge at
a zone (A) where the socks (3) are laid over each
other as they move forward.

18. The unit according to claim 10, characterised in
that each of the first and second conveying devices
(11, 12) comprises at least one first conveyor sec-
tion (42, 15) and at least one second conveyor sec-
tion (18, 16) positioned one after the other.

19. The unit according to claim 18, characterised in
that the first conveyor sections (42, 15) are parallel
to each other at different heights; whilst the second
conveyor sections (18, 16) are obliquely conver-
gent.

20. The unit according to claim 19, characterised in
that the second conveyor sections (18, 16) consti-
tute the aligning means (19) which form respective
conveying paths (P2, P1) that converge at a zone
(A) where the socks (3) are laid over each other as
they move forward.
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