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Description

[0001] The present invention relates to a method of
advancing essentially rectangular pieces of cloth to a
feeder according to the preamble of claim 1. The inven-
tion further relates to a device for advancing essentially
rectangular pieces of cloth to a feeder according to the
preamble of claim 6.

[0002] Feeding of essentially rectangular pieces of
cloth to a feeder often takes place with the purpose of
having washed and still moist pieces of cloth straightened
before being taken through a laundry apparatus such as
eg a rotary ironer. To this end a feeder is provided before
the laundry apparatus. The pieces of cloth are taken one
at a time from a pile of pieces of cloth and are arranged
in conveyor clamps for being conveyed to a feeder.
[0003] Thus EP 0 982 428 A1 teaches a method and
a device for advancing pieces of cloth to a laundry ma-
chine. At an inlet station each individual piece of cloth is
seized manually by an operator and two opposed corners
of a side edge is found. Then the corners of the piece of
cloth are arranged in two successive conveyor clamps
that are configured in an advancement conveyor. The
piece of cloth, which is arranged in the two successive
conveyor clamps, are conveyed "laterally" to a buffer stor-
age. The buffer storage is often integral with a conveyor
rail that constitutes a part of the advancement conveyor.
From the buffer storage the pieces of cloth are taken one
at a time to a feeder for being fed to a rotary ironer. At
the front of the feeder, the pieces of cloth are transferred
from the conveyor clamps of the advancement conveyor
to spreader clamps configured in the feeder. The spread-
er clamps serve to straighten the piece of cloth at the
front, transversally to the direction of conveyance of the
feeder, following which the straightened piece of cloth is
conveyed into the feeder and on into the rotary ironer.
[0004] The method according to the prior art, however,
presupposes disproportionately much manual handling
ofthe individual piece of cloth. First, each individual piece
of cloth is to be seized by an operator and two adjacent
corners of a side edge of the piece of cloth are to be
found prior to the corners being subsequently arranged
in two successive conveyor clamps. Moreover, since the
pieces of cloth are frequently mixed up in piles of both
large and small pieces of cloth, the respective cycle times
are not necessarily the same for the large pieces of cloth
and the small pieces of cloth. The cycle time per piece
of cloth thus varies in response to the type/size of piece
of cloth, and since moreover the cycle time is compara-
tively long it is necessary to configure several inlet sta-
tions with each their operator to even out these differenc-
es. Not until then is it possible to feed sufficiently many
pieces of cloth to utilize the capacity of the advancement
conveyor optimally.

[0005] Thereby one of the drawbacks of an advance-
ment system becomes apparentsince, in order to be able
to use the increase in capacity which is enabled by an
advancement conveyor to advantage, itis necessary that
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the limitation in capacity of the system is transferred to
the inlet stations where the pieces of cloth are arranged
in the conveyor clamps.

[0006] Another method and device for advancing piec-
es of cloth to an apparatus for mangling is previously
known from EP 609945.

[0007] Increase in capacity is a general object of such
advancement systems that are used for advancing piec-
es of cloth to a feeder. Therefore it is an aim to reduce
the operator time (cycle time) per piece of cloth, whereby
- from an overall point of view - less operator time is re-
quired, or to achieve increased productivity per operator.
[0008] It is therefore an object of the invention to pro-
vide a method and a device, by which the drawbacks of
the prior art are obviated, and whereby an increase in
capacity is also achieved compared to the prior art.
[0009] This is accomplished by the method according
to the characterising part of claim 1 and by the device
according to the characterising part of claim 6.

[0010] Itis hereby accomplished that the manual han-
dling of the pieces of cloth is reduced in that the operator
time (cycle time) for the individual piece of cloth is re-
duced. This is enabled in that the operator is to find only
an edge of the piece of cloth which is subsequently to be
arranged in a pair of conveyor clamps. Precisely due to
the straightened edge describing a well defined section
of the piece of cloth which can, in a simple and easy
manner, be arranged/mounted in the securing means by
a simple movement, the operator time for the individual
piece of cloth can be reduced considerably.

[0011] The method and the apparatus according to the
invention can advantageously be used for feeding pieces
of cloth to a feeder of the type which is known la from
WO 00/66828.

[0012] According to the invention, the piece of cloth is
transferred from a transfer position configured in a inlet
station for the securingmeans, in thatthe securing means
are conveyed to a position between two parallel sandwich
conveyor belts configured in the direction of conveyance
of the inlet station; and wherein the straightened edge of
the piece of cloth is mounted in the securing means in
the transfer position during advancement of the piece of
cloth by the sandwich conveyor belts from a feeding po-
sition configured in the direction of conveyance opposite
the transfer position. Hereby it is advantageously accom-
plished that the mounting of the piece of cloth in the se-
curing means can be automated and further simplified
as the extended fore edge of the piece of clothis arranged
in the feeding position, following which the sandwich con-
veyor belts advance the piece of cloth to the transfer po-
sition, where the straightened edge is taken over by the
securing means.

[0013] According to the invention, the piece of cloth is
conveyed on the endless conveyor rail with the straight-
ened edge arranged transversally to the direction of con-
veyance or essentially transversally of the direction of
conveyance. Hereby a method is accomplished by which
it is advantageous in particular cases to transport a
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straightened edge of the piece of cloth on an endless
conveyor rail.

[0014] According to a further preferred embodiment of
the method, the piece of cloth is transferred from the se-
curing means on the conveyor to the feeder in that the
straightened edge on the piece of cloth is conveyed be-
tween a superjacent and a subjacent conveyor belt con-
figured at the end of a bar, said bar being arranged trans-
versally in relation to a direction of conveyance on the
feeder. Hereby a method is accomplished by which it is
advantageous in particular cases to transfer the piece of
cloth from the securing means on the conveyor to the
feeder.

[0015] According to yet a preferred embodiment of the
method a plurality of pieces of cloth are mounted on each
their rail conveyor; and wherein each rail conveyor with
apiece of cloth is subsequently conveyed out on the end-
less conveyor rail, where the rail conveyors with pieces
of cloth form a buffer stock; and wherein the conveyor
with the piece of cloth is conveyed out of the buffer stock
for being fed to the feeder. Hereby a method is accom-
plished which is advantageous in particular cases in con-
nection with the advancement of pieces of cloth to afeed-
er.

[0016] Accordingto yeta preferred embodiment of the
method, the rail conveyor with the piece of cloth is con-
veyed onto a section of the conveyor rail and conveyed
to another feeder. Hereby a method is accomplished
which is advantageous in particular cases in connection
with the advancement of pieces of cloth in advancement
systems that comprise a first feeder and a second feeder.
[0017] According to the invention the securing means
comprise a pair of conveyor clamps that are arranged on
the rail conveyor at a distance from each other and along
an axis perpendicular to the direction of conveyance of
the rail conveyor or essentially perpendicular to the di-
rection of conveyance of the rail conveyor. Hereby a pair
of conveyor clamps is accomplished which is particularly
advantageously used in connection with advancement
of pieces of cloth to a feeder by securing of a straightened
section of edge of the piece of cloth.

[0018] According to the invention the securing means
are configured for securing the straightened edge of the
piece of cloth in a position transversally to the direction
of conveyance, or essentially transversally to the direc-
tion of conveyance. Hereby securing of the straightened
edge of the piece of cloth is accomplished in a position
which is advantageous in particular cases.

[0019] According to a further preferred embodiment of
the invention the endless conveyor rail comprises a buffer
area which buffer area is configured in the direction of
conveyance on the conveyor rail between a inlet station
and said feeder. Hereby a temporary storage of pieces
of cloth on conveyor rail is accomplished which is advan-
tageous in that particular case.

[0020] According to yet a further preferred embodi-
ment of the invention, the endless conveyor rail compris-
es a buffer area configured on the conveyor rail between
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the feeder and the inlet station. Hereby temporary stor-
age of pieces of cloth on conveyor rail is accomplished
which is advantageous in other particular cases.

[0021] According to yet a further preferred embodi-
ment of the invention the conveyor rail comprises a
switching or one or more switchings. Hereby it is accom-
plished that a rail conveyor can be conveyed onto a rail
section and that the rail sections can be divided into ad-
vantageous subsections.

[0022] The invention will now be explained with refer-
ence to the drawing, wherein:

Figure 1 is a schematic perspective view of alaundry
area with an inlet section, an endless conveyor rail
comprising a plurality of rail conveyors and a feeder
configured in connection with a rotary ironer; and

Figure 2 shows a section of an inlet station; and

Figure 3 shows a section of a feeder seen from one
end of a transverse bar; and

Figure 4 is a schematic sketch of a pair of conveyor
clamps.

[0023] The configuration shown in Figure 1 serves the
purpose of advancing laundered, essentially rectangular
pieces of cloth 5 such as eg sheets, tablecloths, bed linen
and the like to rotary ironing in a rotary ironer 10. The
device comprises an endless conveyor rail 21, on which
conveyor rail 21 a plurality of rail conveyors 30 comprising
conveyor clamp 31 that are configured in pairs are con-
veyed around in a conveyor device 16 on the conveyor
rail 21. The direction of conveyance of the rail conveyor
30 around the conveyor rail 21 is shown by arrows 16.
[0024] In the following, reference is made to figures 1,
2 and 3. Figure 1 shows a principle sketch of a conveyor
rail system for advancing pieces of cloth 5 for being fed
to a feeder 60. The conveyor rail system comprises an
advancement side and a return side, wherein the ad-
vancement side is defined by the rail sections that are
configured in the direction of conveyance 16 between
the inlet stations 12a, 12b and the feeder 60, and wherein
the return side is defined by the rail sections that are
configured between the feeder 60 and the inlet station
12a, 12b in the direction of conveyance 16.

[0025] At the beginning of the advancement process
the conveyance rail 21 comprises rail sections 22a, 22b.
Each rail section 22a, 22b comprises a U-shaped course
that extends downwards and upwards in a vertical plane.
For each U-shaped course an inlet station 12a, 12b is
configured. Against the direction of conveyance 16 of the
conveyor rail system, away from the inlet stations 12a,
12b, the rail sections 22a, 22b each comprises a 180°-
curve course 24a, 24b that first extends away from the
inlet stations 12a, 12b and again towards and past the
inlet stations 12a, 12b in a horizontal plane. At their ends,
rail sections 22a, 22b are connected to a common rail
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section 25 on the advancement side and on the return
side rail sections 22a, 22b are connected on another
common rail section 28.

[0026] On the advancement side the common rail sec-
tion 25 divides into two inlet sections 26a, 26b that each
leads to a feeder 60. Each inlet section 26a, 26b com-
prises a U-shaped course 27a, 27b that extends down-
wards and upwards in a vertical plane. The U-shaped
courses 27a, 27b are configured for conveying rail con-
veyors 30 with secured pieces of cloth 5 from an elevated
horizontally extending rail section down in level with the
feeder 60. More specifically the rail conveyor 30 is con-
veyed downwards at a superjacent and subjacent con-
veyor belt configured at the end of a bar 65. The bar 65
is positioned transversely in relation to a direction of con-
veyance 61 on the feeder 60. The bar 65 is arranged at
a fore edge of the feeder and is configured for pieces of
cloth to be conveyed inwards from an end of the bar and
across the bar, following which they are conveyed in the
direction of conveyance 61 of the feeder into the feeder
60 and on into a subsequent rotary ironer 10. In the di-
rection of conveyance at the end of the U-shaped course
27a, 27b, rail sections 26a, 26b assemble in a rail section
28 which again branches into two rail sections 22a, 22b
that lead past the inlet stations 12a, 12b.

[0027] In connection with each U-shaped course 27a,
27b an endless conveyor belt 50 is configured which is
provided with a plurality of conveyance means for con-
veying the rail conveyors 30 around on the U-shaped
course 27a, 27b. The conveyance means are advanta-
geously mounted at the same distance from each other
on the endless conveyor belt 50. The endless conveyor
belt 50 comprises drive means for driving the conveyor
belt 50 around in the direction of conveyance 16 of the
rail conveyor. The drive means are configured for receiv-
ing signals from a signal emitter 66 mounted in connec-
tion with the rail section 27a, 27b and moreover receiving
signals from a signal emitter (not shown) in the feeder
60, whereby continuous supply of pieces of cloth to the
feeder 60 is accomplished.

[0028] On the advancement side the rail sections are
advantageously configured with a vertical drop from the
inlet stations 12a, 12b and onwards to the feeder, and
on the return side the rail sections are advantageously
configured with a vertical drop from the feeder 60 and
onwards to the inlet stations 12a, 12b. Hereby it is ena-
bled that the rail conveyors 30 are able to use the slope
on the rail sections to advantage and "roll" down the rail
sections.

[0029] Figure 1 shows two inlet stations 12a, 12b that
may each be completely or partially staffed with an op-
erator 11. However, in particular cases, more inlet sta-
tions 12a, 12b may be provided, and likewise the number
of feeders 60/rotary ironers 10 and inlet stations 12a, 12b
will be adapted to the concrete operating scenario.
[0030] In the example shown in Figure 1, both inlet
stations 12a, 12b are staffed with operators 11 that each
individually introduces laundered pieces of cloth 5 in a
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position of introduction 13 onto the inlet station 12. Thus,
the operator 11 seizes a piece of cloth 5 and finds a sec-
tion of an edge of the piece of cloth 5. The section of the
edge is straightened and the edge conveyed at the inlet
position 13 into two parallel sandwich conveyor belts 17.
The piece of cloth 5 is conveyed to a transfer position 14
configured in the direction of conveyance 18 opposite
the position of introduction 13.

[0031] Since a U-shaped course is configured that ex-
tends in a vertical plane at each inlet station 12a, 12b,
the rail sections 22a, 22b are conveyed down in a level
with the transfer position 14. More specifically, the se-
curing means 31 are conveyed in between the two par-
allel sandwich conveyor belts 17 at the transfer position
14. The securing means are advantageously two con-
veyor clamps 31 that are mounted at a distance from
each other in such a manner that the conveyor clamps
are able to take over and secure the edge of the piece
of cloth 5 in straightened state.

[0032] At the transfer position 14, the straightened
edge of the piece of cloth 5 is transferred to a pair of
conveyor clamps 31 that are mounted on a rail conveyor
30 and are conveyed in the direction of conveyance 16
along rail section 22a, 22b to the subsequent rail section
25. Then the rail conveyor 30 with the piece of cloth 5 is
taken through a switching 27 and can thus be conveyed
out onto either rail section 26a or rail section 26b.
[0033] The feeder 60 is configured for the pieces of
cloth 5 to be conveyed into the feeder 60 at a side in
parallel with the direction of conveyance 61 of the feeder.
The transfer of a piece of cloth 5 from the rail conveyor
30 takes place by the piece of cloth being taken down
into the curvature 51 of the U-shaped course where the
straightened edge of the piece of cloth is conveyed in
between a superjacent endless conveyor belt 63 and a
subjacent endless conveyor belt 64 atan end of the trans-
verse bar 65 on the feeder 60.

[0034] The superjacent endless conveyor belt 63 is
configured at an end of the bar 65 and comprises a di-
rection of movement 64a which is in parallel with the ex-
panse of the bar transversally of the direction of convey-
ance 61 of the feeder 60. The subjacent endless convey-
or belt 64 extends on a horizontal top face of the bar 65
and has an expanse essentially in the expanse of the bar
transversally to the direction of conveyance 61 of the
feeder 60. The superjacent endless conveyor 63 and the
subjacent endless conveyor belt 64 is configured with a
direction of conveyance 64a that causes the pieces of
cloth 5to be taken across the bar 65. Moreover the feeder
60 comprises means for conveying the piece of cloth in
the direction of conveyance 61 of the feeder into the sub-
sequently arranged rotary ironer 10.

[0035] Onthe advancement side a buffer area can ad-
vantageously be provided for temporary storage of a plu-
rality of rail conveyors comprising transport clamps with
pieces of cloth to be advanced to the feeder 60. The
buffer area will in some cases advantageously be con-
figured on the rail section 25. In particular cases the buffer
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area is advantageously configured on the two inlet sec-
tions 26a, 26b that each individually leads to a feeder 60.
[0036] On the return side a buffer area for temporary
storage of a plurality of rail conveyors is provided com-
prising transport clamps so as to allow continuously sup-
ply of "empty" rail conveyors 30 to the inlet stations 12.
In some cases the buffer area will advantageously be
configured on the rail section 28. In other cases the buffer
area is advantageously configured on rail sections 22a,
22b.

[0037] Thus Figure 4 shows a schematic sketch of a
pair of conveyor clamps 31 comprising clamp means 31
a. The conveyor clamps 31 are mounted with the clamp
means 31 a pointing in the same direction at the ends of
acarrierbeam 71. Relative to the direction of conveyance
of the conveyor clamps mounted on the rail conveyor the
clamp means 31 a are arranged to point in a direction
opposite that of the conveyance, which is indicated in the
drawing by the arrow 16. The connection to the rail con-
veyor is indicated by the reference numeral 71.

[0038] Conveyor clamps 31 are arranged on the rail
conveyor 30 at a distance from each other, and along an
axis X which is perpendicular to the axis of conveyance
16 of the rail conveyor or is essentially perpendicular to
the direction of conveyance 16 of the rail conveyor. Piec-
es of cloth 5 that are conveyed around up the endless
conveyor rail are squeezed in place by the clamp means
31a. A straightened edge of the piece of cloth will thus
be secured between the conveyor clamps 31. Inthe draw-
ing the straightened edge is indicated by the distance 75.

Claims

1. A method of advancing essentially rectangular piec-
es of cloth (5) to a feeder (60) comprising securing
of a piece of cloth (5) in securing means (31) that
are configured on a rail conveyor (30); wherein the
rail conveyor (30) with the piece of cloth (5) is con-
veyed in a direction of conveyance (16) on an end-
less conveyor rail; and wherein the rail conveyor (30)
with the piece of cloth (5) is advanced to a feeder
60; and wherein the piece of cloth (5) is transferred
to the feeder (60), and a section of an edge on the
piece of cloth (5) is found and that the section of the
edge is straightened, following which the section of
the edge is mounted in the securing means (31),
characterised in that the piece of cloth (5) is trans-
ferred from a transfer position (14) configured in an
inlet station (12) to the securing means (31) in that
the securing means (31) are conveyed in between
two parallel sandwich conveyor belts (17) configured
in the direction of conveyance (18) of the inlet station;
and that the straightened edge of the piece of cloth
(5) is mounted in the securing means (31) in the
transfer position (14) by the advancement by the
sandwich conveyor belts of the piece of cloth from a
position of introduction (13) configured in the direc-
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tion of conveyance (18) opposite the transfer position
(14), wherein the piece of cloth (5) is conveyed on
the endless conveyor rail (21) with the straightened
edge of the piece of cloth transversally of the direc-
tion of conveyance (16) or essentially transversally
of the direction of conveyance (16), and wherein the
securing means (31) having a pair of conveyor
clamps (31) arranged to point in a direction opposite
said direction of conveyance (16).

A method according to claim 1, characterised in
that the piece of cloth (5) is transferred from the se-
curing means (31) on the rail conveyor (30) to the
feeder (60) in that the straightened edge on the
piece of cloth (5) is conveyed in between a superja-
cent (63) and a subjacent conveyor belt (64) config-
ured at an end of a bar (65), which bar is arranged
transversally to the direction of conveyance (64a) of
the feeder (60).

A method according to any one of claim 1 or 2, char-
acterised in that a plurality of pieces of cloth (5) are
mounted on each their rail conveyor (30), and that
each rail conveyor with a piece of cloth is subse-
quently taken onto the endless conveyor rail (21),
where the rail conveyors with pieces of cloth form a
buffer storage.

A method according to any one of the preceding
claims, characterised in that the rail conveyor (30)
with the piece of cloth (5) is conveyed out of the buffer
storage for being fed to the feeder (60).

A method according to any one of the preceding
claims, characterised in that the rail conveyor (30)
with the piece of cloth (5) is conveyed onto a section
of the conveyor rail (26b) and is conveyed to another
feeder (60).

A device for advancing essentially rectangular piec-
es of cloth (5) to a feeder (60) comprising a rail con-
veyor (30) with securing means (31), said rail con-
veyor being configured to convey essentially rectan-
gular pieces of cloth on an endless conveyor rail (21)
in a direction of conveyance (16) between an inlet
station (12a, 12b) and the feeder, characterised in
that the securing means (31) are configured for se-
curing a piece of a straightened edge of the piece of
cloth (5); and that the securing means (31) are con-
figured in such a manner as to run between two par-
allel sandwich conveyor belts (17) configured in the
direction of conveyance (18) of the inlet station; and
that the securing means are configured to take over
the straightened edge of the piece of cloth (5) at a
transfer position (14), which transfer position (14) is
configured in the direction of conveyance opposite
the position of introduction (13), wherein the securing
means (31) are configured for securing the straight-
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ened edge of the piece of cloth (5) in a position trans-
versally to the direction of conveyance (16) or es-
sentially transversally to the direction of conveyance
(16) and wherein the securing means comprises a
pair of conveyor clamps (31) arranged to pointin a
direction opposite said direction of conveyance (16).

A device according to claims 6, characterised in
that the securing clamp means (31) are arranged on
the rail conveyor (21) at a distance from each other
and along an axis (X) which is perpendicular to the
direction of conveyance (16) of the rail conveyor (30)
oris essentially perpendicular to the direction of con-
veyance (16) of the rail conveyor.

A device according to any one of claims 6 - 7, char-
acterised in comprising a buffer area (32a, 32b),
said buffer area being configured in the direction of
of conveyance (16) onthe conveyorrail (21) between
an inlet station (12a, 12b) and said feeder (60).

A device according to any one of claims 6 - 8, char-
acterised in comprising a buffer area (28a) config-
ured on the conveyor rail (21) between the feeder
(60) and the inlet station (12a, 12b).

A device according to any one of claims 6 - 9, char-
acterised in that the conveyor rail (21) comprises
one or more switchings (27).

Patentanspriiche

1.

Verfahren zum Beférdern von im Wesentlichen
rechteckigen Waschestiicken (5) zu einem Beschik-
ker (60), das das Sichern eines Waschestlcks (5)
in Sicherungsmitteln (31) umfasst, die auf einer
Schienenbeférderungsanlage (30) konfiguriert sind;
wobei die Schienenbeférderungsanlage (30) mit
dem Waschestlck (5) in eine Beférderungsrichtung
(16) auf einer Endlos-Beférderungsschiene befor-
dert wird; und wobei die Schienenbeférderungsan-
lage (30) mit dem Waschestlck (5) zu einem Be-
schicker (60) beférdert wird; und wobei das Wasche-
stiick (5) zu dem Beschicker (60) umgesetzt wird
und ein Abschnitt einer Kante auf dem Waschestiick
(5) gefunden wird und dieser Abschnitt der Kante
gerade ausgerichtet wird, woraufhin der Abschnitt
der Kante in den Sicherungsmitteln (31) eingelegt
wird, dadurch gekennzeichnet, dass das Wasche-
stiick (5) von einer in einer Einlassstation (12) an-
geordneten Umsetzposition (14) zu den Sicherungs-
mitteln (31) umgesetzt wird, indem die Sicherungs-
mittel (31) zwischen zwei parallelen Sandwich-Be-
férderungsbandern (17), die in der Beférderungs-
richtung (18) der Einlassstation ausgelegt sind, be-
fordert werden; und dass die gerade ausgerichtete
Kante des Waschestlicks (5) in den Sicherungsmit-
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teln (31) in der Umsetzposition (14) durch die Befor-
derung des Waschestlicks durch die Sandwich-Be-
férderungsbander von einer Einfihrungsposition
(13), die in der Beférderungsrichtung (18) gegen-
Uber der Transferposition (14) angeordnet ist, ein-
gelegt wird, wobei das Waschestuick (5) auf der End-
los-Beférderungsschiene (21) mit der gerade aus-
gerichteten Kante des Waschestlicks quer zu der
Beférderungsrichtung (16) oder im Wesentlichen
quer zu der Befdrderungsrichtung (16) befordert
wird, und wobei die Sicherungsmittel (31) ein Paar
von Beférderungsklemmen (31) aufweisen, die der-
art angeordnet sind, dass sie in einer Richtung ge-
genuber der Beférderungsrichtung (16) zeigen.

Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass das Waschestlck (5) von den Si-
cherungsmitteln (31) auf der Schienenbeférde-
rungsanlage (30) zu dem Beschicker (60) umgesetzt
wird, in dem die gerade ausgerichtete Kante auf
dem Waschestlck (5) zwischen einem daruber lie-
genden (63) und einem darunter liegenden (64) Be-
férderungsband, das an einem Ende eines Balkens
(65) angeordnetist, beférdert wird, wobei der Balken
quer zu der Beférderungsrichtung (64a) des Be-
schickers (60) angeordnet ist.

Verfahren nach einem der Anspriiche 1 oder 2, da-
durch gekennzeichnet, dass mehrere Wasche-
stiicke (5) an jeder ihrer Schienenbeférderungsan-
lagen (30) angeordnet werden und dass jede Schie-
nenbeférderungsanlage mit einem Waschestiick
daraufhin auf die Endlos-Beférderungsschiene (21)
genommen wird, wobei die Schienenbeférderungs-
anlagen mit Waschestiicken einen Zwischenspei-
cher ausbilden.

Verfahren nach einem der vorhergehenden Anspri-
che, dadurch gekennzeichnet, dass die Schienen-
beférderungsanlage (30) mit dem Waschestuck (5)
aus dem Zwischenspeicher heraus befoérdert wird,
um zu dem Beschicker (60) geleitet zu werden.

Verfahren nach einem der vorhergehenden Anspri-
che, dadurch gekennzeichnet, dass die Schienen-
beférderungsanlage (30) mit dem Waschestuck (5)
auf einen Abschnitt der Beférderungsschiene (26b)
beférdert wird und zu einem anderen Beschicker
(60) befordert wird.

Vorrichtung zum Beférdern von im Wesentlichen
rechteckigen Waschestiicken (5) zu einem Beschik-
ker (60), der eine Schienenbeférderungsanlage (30)
mit Sicherungsmitteln (31) umfasst, wobei die Schie-
nenbeférderungsanlage so ausgelegt ist, dass im
Wesentlichen rechteckige Waschestlicke auf einer
Beférderungsschiene (21) in eine Beférderungsrich-
tung (16) zwischen einer Einlassstation (12a, 12b)
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und dem Beschicker beférdert werden, dadurch ge-
kennzeichnet, dass die Sicherungsmittel (31) zum
Sichern eines Stlicks einer gerade ausgerichteten
Kante des Waschestiicks (5) ausgelegt sind; und
dass die Sicherungsmittel (31) so ausgelegt sind,
dass sie zwischen zwei parallelen Sandwich-Befor-
derungsbandern (17), die in der Beférderungsrich-
tung (18) der Einlassstation konfiguriert sind, laufen;
und dass die Sicherungsmittel dafiir ausgelegt sind,
um die gerade ausgerichtete Kante des Wasche-
stiicks (5) an einer Umsetzposition (14) zu Gberneh-
men, wobei die Umsetzposition (14) in der Beférde-
rungsrichtung gegentiber der Einflhrungsposition
(13) angeordnet ist, wobei die Sicherungsmittel (31)
zum Sichern der gerade ausgerichteten Kante des
Waschestlicks (5) in einer Position quer zu der Be-
férderungsrichtung (16) oder im Wesentlichen quer
zu der Beférderungsrichtung (16) ausgelegt sind,
und wobei die Sicherungsmittel ein Paar von Befor-
derungsklemmen (31) aufweisen, die derart ange-
ordnet sind, dass sie in einer Richtung gegeniiber
der Befdrderungsrichtung (16) zeigen.

Vorrichtung nach Anspruch 6, dadurch gekenn-
zeichnet, dass die Sicherungsklemmmittel (31) auf
der Schienenbeférderungsanlage (21) bei einem
Abstand zueinander und entlang einer Achse (X),
die senkrecht zu der Beférderungsrichtung (16) der
Schienenbeférderungsanlage (30) ist oder im We-
sentlichen senkrecht zur Beférderungsrichtung (16)
der Schienenbeférderungsanlage ist, angeordnet
sind.

Vorrichtung nach einem der Anspriiche 6 bis 7, da-
durch gekennzeichnet, dass sie einen Pufferbe-
reich (32a, 32b) umfasst, wobei der Pufferbereich in
der Befoérderungsrichtung (16) auf der Befbrde-
rungsschiene (21) zwischen einer Einlassstation
(12a, 12b) und dem Beschicker (60) angeordnet ist.

Vorrichtung nach einem der Anspriiche 6 bis 8, da-
durch gekennzeichnet, dass sie einen Pufferbe-
reich (28a) umfasst, der auf der Beférderungsschie-
ne (21) zwischen dem Beschicker (60) und der Ein-
lassstation (12a, 12b) angeordnet ist.

Vorrichtung nach einem der Anspriiche 6 bis 9, da-
durch gekennzeichnet, dass die Beférderungs-
schiene (21) eine oder mehrere Schaltungen (27)
umfasst.

Revendications

Procédé d’avance de piéces de tissu (5) essentiel-
lement rectangulaires vers un dispositif d’alimenta-
tion (60) comprenant la fixation d’une piéce de tissu
(5) dans des moyens de fixation (31) qui sont confi-
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gurés sur un convoyeur sur rail (30); dans lequel le
convoyeur sur rail (30) avec la piece de tissu (5) est
transporté dans une direction de transport (16) sur
un rail de transport sans fin; et dans lequel le con-
voyeur sur rail (30) avec la piéce de tissu (5) est
avance vers un dispositif d’alimentation (60), et dans
lequel la piece de tissu (5) est transférée au dispositif
d’alimentation (60), et une section d’un bord sur la
piece de tissu (5) est trouvée et la section du bord
est redressée, a la suite de quoi la section du bord
est montée dans les moyens de fixation (31), carac-
térisé en ce que la piece de tissu (5) est transférée
d’une position de transfert (14) configurée dans un
poste d’entrée (12) vers les moyens de fixation (31),
en ce que les moyens de fixation (31) sont trans-
portés entre deux courroies de transport sandwichs
(17) paralleles configurées dans la direction de
transport (18) du poste d’entrée; eten ce que le bord
redressé de la piece de tissu (5) est monté dans les
moyens de fixation (31) dans la position de transfert
(14) par 'avance au moyen des courroies de trans-
port sandwichs de la piéce de tissu d’une position
d’introduction (13) configurée dans la direction de
transport (18) opposée a la position de transfert (14),
la piéce de tissu (5) étant transportée sur le rail de
transport sans fin (21) avec le bord redressé de la
piéce de tissu transversal a la direction de transport
(16) ou essentiellement transversal a la direction de
transport (16), et les moyens de fixation (31) ayant
une pair de pinces de transport (31) agencées pour
étre dirigées dans une direction opposée a ladite di-
rection de transport (16).

Procédé selon larevendication 1, caractérisé en ce
que la piéce de tissu (5) est transférée des moyens
de fixation (31) sur le convoyeur sur rail (30) vers le
dispositif d’alimentation (60), en ce que le bord re-
dressé sur la piece de tissu (5) est transporté entre
des courroies de transport sus-jacente (63) et sous-
jacente (64) configurées a une extrémité d’'une barre
(65), laquelle barre est agencée transversalement a
la direction de transport (16) sur le dispositif d’ali-
mentation (60).

Procédé selon 'une quelconque des revendications
1 0u 2, caractérisé en ce qu’une pluralité de pieces
de tissu (5) sont montées chacune sur leur con-
voyeur sur rail (30), et en ce que chaque convoyeur
sur rail avec une piéce de tissu est chargé par la
suite surlerailde transport sans fin (21), ou les trans-
porteurs sur rail avec les piéces de tissu forment un
stockage tampon.

Procédé selon 'une quelconque des revendications
précédentes, caractérisé en ce que le convoyeur
sur rail (30) avec la piece de tissu (5) est transporté
hors du stockage tampon pour étre délivré au dis-
positif d’alimentation (60).
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Procédé selon I'une quelconque des revendications
précédentes, caractérisé en ce que le convoyeur
sur rail (30) avec la piéce de tissu (5) est transporté
sur une section du rail de transport (26b) et est trans-
porté vers un autre dispositif d’alimentation (60).

Dispositif pour avancer des piéces de tissu (5) es-
sentiellement rectangulaires vers un dispositif d’ali-
mentation (60) comprenant un convoyeur sur rail
(30) avec des moyens de fixation (31), ledit con-
voyeur sur rail étant configuré pour transporter des
pieces de tissu essentiellement rectangulaires sur
un rail de transport sans fin (21) dans une direction
de transport (16) entre un poste d’entrée (12a, 12b)
et le dispositif d’alimentation, caractérisé en ce que
les moyens de fixation (31) sont configurés pour fixer
un morceau d’un bord redressé de la piéce de tissu
(5); et en ce que les moyens de fixation (31) sont
configurés de maniéere a s’étendre entre deux cour-
roies de transport sandwichs (17) paralleles confi-
gurées dans la direction de transport (18) du poste
d’entrée; et en ce que les moyens de fixation sont
configurés pour prendre le bord redressé de la piece
de tissu (5) a une position de transfert (14), laquelle
position de transfert (14) est configurée dans la di-
rection de transport opposée a la position d’introduc-
tion (13), les moyens de fixation (30) étant configurés
pour fixer le bord redressé de la piece de tissu (5)
dans une position transversale a la direction de
transport (16) ou essentiellement transversale a la
direction de transport (16), et les moyens de fixation
(31) comprenant une pair de pinces de transport (31)
agenceées pour étre dirigées dans une direction op-
posée a ladite direction de transport (16).

Dispositif selon la revendication 6, caractérisé en
ce que les moyens de pince de fixation (31) sont
agenceés sur le rail de transport (21) a une distance
I'un de l'autre et le long d’'un axe (X) qui est perpen-
diculaire ala direction de transport (16) du convoyeur
sur rail (30) ou qui est essentiellement perpendicu-
laire a la direction de transport (16) du convoyeur
sur rail.

Dispositif selon 'une quelconque des revendications
6 a 7, caractérisé en ce qu’il comprend une zone
tampon (32a, 32b), ladite zone tampon étant confi-
gurée dans la direction de transport (16) sur le rail
de transport (21) entre un poste d’entrée (12a, 12b)
et ledit dispositif d’alimentation (60).

Dispositif selon 'une quelconque des revendications
6 a 8, caractérisé en ce qu’il comprend une zone
tampon (28a) configurée sur le rail de transport (21)
entre le dispositif d’alimentation (60) et le poste d’en-
trée (12a, 12b).

10. Dispositif selon 'une quelconque desrevendications
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6 a9, caractérisé en ce que le rail de transport (21)
comprend un ou plusieurs aiguillages (27).
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