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TEXTILE MACHINE FOR PERFORMING THE METHOD

(57) The invention relates to a method for monitoring
yarn (3) at a workstation of a textile machine having a
row of workstations arranged next to each other and also
to a textile machine, in which the yarn (3) being produced
is during its production monitored by a yarn quality sensor
(9), yarn defects are detected (3), the quality of yarn is
evaluated (3) and the data is transmitted to a control de-
vice (8), which makes decisions about the subsequent
processes at the workstation. The control device (8)
transmits to the yarn quality sensor (9) online and re-
al-time information about the current operating condi-
tions of the workstation and the yarn quality sensor (9)
accordingly adjusts the processes of monitoring the yarn
(3) and evaluating the yarn parameters (3), whereupon
the results of the thus adjusted process of monitoring the
quality of the yarn (3) are sent to the control device (8)
so that decisions can be made about further processes
at the workstation.
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Description

Technical field

[0001] The invention relates to a method for monitoring
yarn at a workstation of a textile machine, in which the
yarn being produced is during its production monitored
by a yarn quality sensor, yarn defects are detected, the
quality of yarn is evaluated and the data is transmitted
to the control device, which makes decisions about the
subsequent processes at the workstation.
[0002] The invention also relates to a textile machine
with a device for monitoring yarn at a workstation, which
comprises a row of workstations arranged next to each
other, where each workstation comprises a yarn quality
sensor, which is aligned with the yarn working path and
connected to a control device which is provided with
means for decision making and controlling the worksta-
tion.

Background art

[0003] In yarn production, the yarn being produced is
monitored at a workstation of a textile machine by a yarn
quality sensor, which is connected to a control device of
a workstation and/or of a group (section) of the worksta-
tions and/or of the machine. The yarn quality sensor is
largely an autonomous device, preset to monitor specific
desired yarn characteristics, so it monitors the yarn, eval-
uates its characteristics and sends the data about the
results to the control device. The control device is then
provided with means for making decisions about the
steps which follow in the event of finding a yarn defect
at the workstation. Generally, yarn defects are detected
by the yarn quality sensor which has set so-called clean-
ing limits or the so-called cleaning curve. The cleaning
limits or the cleaning curve characterize for the yarn qual-
ity sensor the difference between which detected yarn
parameter change is considered a defect and which is
not considered a defect. Different types of defects are
distinguished according to their characteristics, particu-
larly defects of different lengths and diameters, or cross-
section defects, an increase in the unevenness or hairi-
ness of yarn, etc. If the change in the yarn parameter
exceeds the limits defined by the cleaning limits or the
cleaning curve, it is assessed as a real yarn defect and
the yarn defect removal process is initiated by the control
device.
[0004] However, in yarn production, there are specific
activities and situations when it is rather difficult to find
out whether the yarn parameter currently detected is de-
fective or not because a certain yarn parameter may be
considered a fault in one situation, while in a different
situation it may not be considered a fault.
[0005] A typical case like this is the production of fancy
yarns during which the parameters of the yarn being spun
out are intentionally changed at the workstation in time,
i.e., along the length of the yarn, so that these changes

will cause the desired change in the yarn parameters.
The so-called "fancy quality" of the yarn manifests itself
in the intentional unevenness of the yarn appearance,
such as local thick spots, local thin spots, local changes
in the number of yarn twists, etc., which influences the
yarn appearance, etc. The occurrence of these "events"
in the yarn is detected by the yarn quality sensor. How-
ever, even in the case of these fancy yarns it is necessary
to detect the occurrence of undesired phenomena, which
are afterwards evaluated as faults or lowered quality of
the yarn, hereinafter denoted by the general term yarn
faults. As a rule, these yarn faults after being detected
need to be removed from the yarn. In the case of fancy
yarns, even intentional irregularities of yarn may, by their
nature, exceed the above-mentioned boundary of the
cleaning limits or the cleaning curve, in the same manner
as the undesirable irregularities, which means that in the
standard approach even these desired, i.e., intentionally
created irregularities of the yarn, would be classified as
real yarn faults or yarn of lowered quality and would be
automatically removed from the yarn (according to their
severity), which is undesirable in this case. A solution is
known for improving the detection of yarn faults of fancy
yarns according to WO 2010 009 565, in which, in addi-
tion to the cleaning curve, additional areas of the so-
called permitted events (permitted irregularities) are in-
troduced into the evaluation process of yarn faults, which
do exceed the boundary set by the cleaning limits or the
cleaning curve, but the sensor or the control system does
not consider them as defects to be removed from the
yarn. These areas of permitted events describe the char-
acter of the permitted cases of unevenness (permitted
faults) of the yarn which upon being detected are not
signalled as faults and the process of fault removal is not
initiated.
[0006] Furthermore, US 7,424,800 discloses a solution
which introduces in the evaluation process of yarn faults
additional criteria describing the "good" yarn and describ-
ing also intentional irregularities of yarn. When the oc-
currence of these criteria is detected by the yarn quality
sensor, it is then decided whether a "good" yarn or yarn
with intentional unevenness has passed through it, or
whether undesirable (not permitted) irregularity has
passed through the sensor, and a decision is made ac-
cordingly whether to start the fault removal process.
[0007] The disadvantage of these solutions is the need
to change the setting and parameters of the areas of the
permitted events, or the setting of the additional criteria
each time when there is a change in the type of yarn
produced or a change in the intentional irregularities of
the yarn parameters, which is a demanding and compli-
cated process.
[0008] Another problem in the production of yarns is
the occurrence of numerous states which affect the de-
tected yarn parameters and which, moreover, in spite of
exceeding the cleaning limits or the cleaning curve, can-
not be considered as defects, since in terms of the whole
workstation the state in question is classified as a delib-
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erately selected state or change in the state. An example
of this is typically the addition of liquid additives to the
yarn in an air-jet spinning machine during spinning of
some types of artificial fibers. The supplied liquid is a
technological necessity and during the yarn production
and detection of its quality it manifests itself in the yarn,
for example, by reducing the "hairiness" of yarn, by
changing the detected yarn diameter, etc. However, if a
liquid supply failure occurs in the process, whether a re-
duction or increase in the amount of the liquid supplied,
or in case of a complete failure, this may not always be
properly detected by the yarn quality sensor, which may
lead to subsequent decision errors, etc. Also, situations
may occur when the amount of liquid being injected is
deliberately changed and a change in yarn parameters
caused by this change may not be classified as a fault.
[0009] Another problem situation to which current yarn
quality sensors are unable to respond adequately is, for
example, a change in the speed of the yarn being pro-
duced, which does not necessarily be reflected on the
change in the yarn thickness or other parameters, but it
has a significant influence on the evaluation of yarn faults,
especially of those in which also the length of the fault
must be assessed. Assuming that the standard speed of
the yarn movement during production is 300 m.min-1,
the yarn quality sensor has cleaning limits or a cleaning
curve set to correspond to this speed, which means that
at this speed of the yarn movement, a determined length
of the yarn passes through the monitoring zone of the
yarn sensor per unit of time, which is expected in advance
because the current yarn quality sensors do not monitor
the yarn continuously but sequentially, which means that
a given number of yarn images are taken per unit of time,
and this is expected in determining the defective length
and the overall statistical evaluation of the yarn quality.
Nevertheless, if for some reason the yarn speed at the
workstation changes, the yarn length which will pass
through the yarn quality sensor per unit of time will
change as well, although the frequency of the yarn im-
ages taken by the yarn sensor within this unit of time will
be the same. However, not knowing that the speed of
yarn has changed, the yarn quality sensor evaluates the
length parameters of the yarn faults wrongly. The eval-
uation of the length faults is therefore completely wrong
and the overall statistics of the evaluation of the yarn
quality is wrong.
[0010] There are also a number of other situations
when the yarn quality sensor is not able to react properly
to the situation at the workstation of the textile machine
and a faulty detection of a defective state occurs, or, on
the contrary, a defective condition is not detected.
[0011] A common disadvantage of the background art
is therefore the limited ability of the yarn quality sensor
to react flexibly to different changes in the conditions dur-
ing the production of yarns at the workstation.
[0012] Therefore, the aim of the invention is to elimi-
nate or at least minimize the drawbacks of the back-
ground art, especially improve the detection of yarn in

terms of changes of the working states at the workstation
of the machine.

Principle of the invention

[0013] The aim of the invention is achieved by a meth-
od for monitoring yarn at a workstation of a textile ma-
chine whose principle consists in that a control device
transmits online and in real-time information about the
current operating conditions of the workstation to a yarn
quality sensor, which accordingly adjusts the process of
monitoring the yarn and evaluating the yarn parameters
and sends the results of the thus adjusted process of
monitoring the yarn quality to the control device so that
decisions can be made about the subsequent processes
at the workstation.
[0014] The invention also relates to a textile machine
with a device for monitoring yarn at a workstation, whose
principle consists in that the yarn quality sensor and the
control device are interconnected by a means for online
and real-time bidirectional transmission of information
about the paramaters of the yarn being produced and/or
about changing conditions at the workstation.
[0015] The advantage of this solution is that it enables
to change the setting of the yarn quality sensor opera-
tively in real-time mode according to the currently per-
formed operation at the workstation, so that the yarn qual-
ity sensor is always properly set to monitor the yarn being
produced according to the current settings of the working
organs of the workstation.

Description of drawings

[0016] The invention is schematically illustrated in the
drawing, which shows online and real-time bidirectional
interconnection of the yarn quality sensor and the control
device (of the workstation, of the section, of the machine).

Examples of embodiment

[0017] The invention will be described with reference
to an exemplary embodiment of a yarn making textile
machine. The machine comprises at least one row of
identical workstations arranged next to each other. Each
workstation comprises a system of working nodes, work-
ing means, working organs to transform fibers into yarn.
In the direction of the fibers movement, the workstation
first comprises a fiber feeding device 1, whose outlet
leads to a spinning unit 2 of fibers, in which continuous
yarn 3 is formed from the fibers, e.g., by means of a spin-
ning rotor or a spinning nozzle. From the spinning unit 2
the yarn 3 is drawn off by a drawing-off mechanism 4 of
yarn and is wound on a bobbin 5, whereby the yarn is
traversed across the bobbin 5 width by a traversing de-
vice 6 of yarn. If necessary, depending on the specific
embodiment, other nodes 7 are arranged between the
drawing-off mechanism 4 of yarn from the spinning unit
2 and the traversing device 6 of yarn on the bobbin 5,
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such as a compensator of fluctuations of the difference
between the winding speed and the drawing-off speed
during winding the yarn on a conical bobbin, an interme-
diate storage device of yarn and other working nodes
and devices, etc. The arrangement of a workstation of a
yarn making textile machine, including possible variants,
are well-known and therefore it is not necessary to de-
scribe it in detail. The individual nodes 1 to 7 of the work-
station are connected to a control device 8, i.e., either to
the control device of the workstation and/or to the control
device of a group of the workstations, the so-called sec-
tion, and/or are connected to the control device of the
textile machine.
[0018] A yarn quality sensor 9 is arranged between the
outlet of the yarn 3 from the spinning unit 2 and the tra-
versing device 6 of yarn on the bobbin 5. Generally, the
yarn quality sensor 9 is usually arranged between the
outlet of the yarn 3 from the spinning unit 2 and the draw-
ing-off mechanism 4 of yarn from the spinning unit 2,
whereas between the drawing-off mechanism 4 of yarn
from the spinning unit 2 and the winding device of yarn
on a bobbin 5 is usually arranged a sensor 10 of the yarn
3 presence, which enables to detect a yarn 3 break in
this area.
[0019] The yarn quality sensor 9 and, optionally, the
sensor 10 of the yarn presence, is connected to the con-
trol device 8 (of the workstation, of the section, of the
machine), which is equipped with software for making
decisions about the operations at the workstation in case
that undesirable state of the yarn 3 at the workstation is
detected by the respective sensor 9, 10. In the event of
undesirable state or undesirable yarn 3 parameter being
detected at the workstation, the control device 8 issues
instructions to start necessary activities at the worksta-
tion to eliminate the undesirable state.
[0020] To implement the present invention, the yarn
quality sensor 9 and the control device 8 assigned to it,
whether it is the control device of the workstation and/or
the control device of the section of the workstations
and/or the control device of the textile machine, are in-
terconnected with the aid of a means 11 for bidirectional
online communication in real-time. According to one em-
bodiment, this means for bidirectional online communi-
cation in real-time is provided as a means for transmitting
two-state information. In another embodiment, the real-
time bidirectional online communication means 11 is im-
plemented as a means for transmitting analog informa-
tion. In another embodiment, the real-time bidirectional
online communication means 11 is realized as a data
communication means. In another unillustrated example
of embodiment, the real-time bidirectional online com-
munication means 11 is implemented using simultane-
ously several methods, either by multiplying the commu-
nication means or by transmitting one type of information
by one communication means and by transmitting a dif-
ferent type of information by another communication
means. As can be seen from the above, the yarn quality
sensor 9 at the workstation for the implementation of the

present invention is connected by the real-time bidirec-
tional online communication means 11 with the control
device 8 of the workstation and/or the control device of
the section of the workstations and/or the control device
of the textile machine.
[0021] In the following, an embodiment of the invention
will be described in the production of fancy yarns, i.e.
yarns 3 with deliberately generated changes in the yarn
3 parameters. The production of fancy yarns takes place
at a workstation of a textile machine in such a manner
that during yarn 3 production at least some working nodes
1 to 7 of the workstation receive instructions from the
control device 8 (of the workstation, of the section of work-
stations, of the textile machine) to change the operating
parameters of these working nodes 1 to 7, and these
changes manifest themselves in the produced yarn 3 by
the occurrence of intentional irregularities that are re-
quired (deliberate) to produce the so-called fancy yarns
3. The intentional irregularities of yarn 3 thus created are
generated artificially by a targeted change of the operat-
ing parameters of at least some working nodes 1 to 7 of
the workstation. The result of the thus generated inten-
tional irregularities of yarn 3 on the yarn 3 passing during
production through the monitoring zone of the yarn qual-
ity sensor is the required (deliberate) change in the yarn
3 parameters in the specific length section of the contin-
uous yarn 3.
[0022] The evaluation of the quality of the yarn 3 with
intentional irregularities and detecting faults in this yarn
3 is then performed in such a manner that the yarn 3 is
monitored by the yarn quality sensor 9 and the detected
values of the yarn 3 parameters are evaluated and on
the basis of the decision-making process it is determined
whether the respective section of the yarn 3 is considered
faulty or not. It is important to note that intentional irreg-
ularities of the yarn 3 during this decision-making process
are not considered a fault, whereas unintentional une-
venness of the yarn 3 or unintentional changes in a yarn
3 parameter are classified as defective.
[0023] To be able to distinguish at all the intentional
irregularities of yarn 3 from the undesirable unevenness
of yarn 3 and other faults of yarn 3, or, in other words, to
be able to distinguish desirable and undesirable yarn 3
parameters, the control device 8 (of the workstation, of
the section, of the machine) according to the invention
transmits to the yarn quality sensor 9 online in real-time
information about the yarn 3 parameters being currently
deliberately changed in the specific sections of the yarn
3 length (the information about operating parameters of
the respective working nodes 1 to 7 of the workstation
being currently deliberately changed), and so the sensor
9 "knows" when the intentional unevenness of the yarn
3 (the beginning of the unevennes) will enter the meas-
uring zone, and, if necessary, it even "knows" what pa-
rameters this intentional unevenness of the yarn 3 should
have, or it even "knows" when this intentional uneven-
ness of the yarn 3 will end.
[0024] Thus, the yarn quality sensor 9 behaves essen-
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tially in three ways on the basis of this received informa-
tion at the time when the yarn 3 with deliberately gener-
ated irregularities passes through the measuring zone of
the sensor 9.
[0025] In the first case, the yarn quality sensor 9 does
not monitor the yarn 3 at all (it switches off) in the length
sections corresponding to the intentional irregularities of
the yarn 3 and these sections of the yarn 3 are not in-
cluded in the complex evaluation of the quality of the
spun-out yarn 3 at all.
[0026] In the second case, the yarn quality sensor 9
monitors the yarn 3 in the length sections corresponding
to the intentional irregularities of the yarn 3 and evaluates
the quality of the yarn 3 also in these sections, but ac-
cording to criteria or according to the cleaning curve
which are different from the criteria used for the assess-
ment of the yarn 3 quality in the sections without inten-
tional irregularities. If in this case the yarn quality sensor
9 receives from the control device 8 also the information
about at least one qualitative parameter of the intentional
irregularity of the yarn 3 in the respective section of the
yarn 3 length, then the yarn quality sensor 9 monitors the
yarn 3 in the length sections corresponding to the inten-
tional irregularities of the yarn 3 and in these sections
also the degree of the match between the specific inten-
tional irregularity of the yarn 3 with the information about
the required intentional unevenness of the yarn 3, which
is the third way of the sensor behaviour.
[0027] According to a preferred embodiment, the con-
trol device 8 transmits to the yarn quality sensor 9 the
information about the start and the end, or about the start
and the length of the intentional unevenness of the yarn
3, so that the sensor 9 can evaluate each intentional un-
evenness of the yarn 3 in terms of its occurrence as well
as in terms of the length of the intentional unevenness
of the yarn 3.
[0028] According to another advantageous embodi-
ment, the control device 8 transmits to the yarn quality
sensor 9 the information about at least one qualitative
parameter of the deliberate unevenness of the yarn 3 in
the respective section of the yarn 3 length. As a result,
the yarn quality sensor 9 can evaluate each intentional
unevenness of the yarn 3 form the point of view of its
parameters in the given section of the yarn 3.
[0029] In another embodiment of the invention, when
monitoring the quality of uniform yarn 3 on an air jet textile
machine, in which auxiliary liquid is fed in the process of
yarn 3 formation, typically water or a mixture of water
base or another liquid, during the standard yarn 3 pro-
duction, the yarn 3 exhibits certain parameters, including
the fact that it contains said liquid. In terms of the detected
yarn 3 parameters, this influnces, for example, the hair-
iness of the yarn 3. However, if the detected yarn 3 hair-
iness changes, this may not necessarily mean a liquid
supply error, since it may be also caused by other errors.
The determination of whether or not there is a liquid sup-
ply error can be done due to this invention completely
automatically. For example, the control system 8 gives

a signal to the liquid supply system, which is also one of
other working nodes 7 at the workstation, namely the
signal to increase the liquid supply. At the same time, the
control system 8 sends to the yarn quality sensor 9 online
and in real-time the information about the change of the
liquid supply and the yarn quality sensor 9 gets ready for
monitoring yarn 3 with a larger amount of the liquid and
sends to the control device 8 the detected yarn 3 param-
eters without a liquid or with less liquid. According to the
detected yarn 3 parameters the control device 8 then
decides about the further steps at the workstation, e.g.,
about stopping the workstation and removing the fault,
or about resumption of the original supply of the liquid
and spinning resumption, or decides about another test,
in which, for example, the supply of the fed liquid is
stopped or reduced, information is sent online and in real-
time to the yarn quality sensor, which gets ready for mon-
itoring such yarn 3 and sends the detected parameters
of the yarn 3 back to the control device 8. Subsequently,
the control device 8 decides about the further procedure
of the operations at the workstation.
[0030] Another example of the use of the present in-
vention is the possibility of detecting correctly defects
and overall quality of the yarn 3 even during the repeated
(short-term) changes in the speed of yarn 3 during stable
yarn 3 production when the control device 8 sends the
yarn quality sensor 9 online and in real-time information
about this repeated (short-term) change in the speed of
yarn 3, the yarn quality sensor 9 adjusts the setting of its
parameters in real-time to adapt them to the current
speed of the yarn 3 and subsequently performs proper
and reliable monitoring of the yarn 3 quality (sending the
data to the control device 8) adaptively according to the
current speed of the yarn 3 movement.
[0031] A fundamental feature of the invention is there-
fore the adaptation of the yarn quality sensor to the cur-
rent conditions at the workstation or to immediate chang-
es in these conditions, which is made possible by the fact
that the control device 8 informs online and in real-time
the yarn quality sensor 9 about the current conditions at
the workstation or about changes in these conditions.
Thus, the yarn quality sensor 9 always adapts to these
current conditions and is able to either correctly evaluate
the yarn 3 quality and the occurrence of faults in a variety
of situations, or serve to detect the states of the working
means of the workstation, etc.
[0032] In principle, this invention allows adaptive sens-
ing of the yarn 3 parameters, always based on the current
conditions at the workstation or on the current setting of
the working nodes 1 to 7 at the workstation.
[0033] It is clear that there is a number of possible sce-
narios of how to use the adaptive yarn quality sensor,
while the basic principle is always maintained, namely
that the control device 8 transmits online and in real-time
the information about the current operating conditions of
the workstation to the yarn quality sensor 9, which ac-
cordingly adjusts the process of yarn 3 monitoring and
the yarn 3 parameters evaluation and sends the results
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of the thus adjusted monitoring of the yarn 3 quality to
the control device 8, which decides about the subsequent
processes at the workstation. The control device 8 either
transmits to the yarn quality sensor 9 the information
about the start and the end, or the start and duration of
the changes in the operation of the nodes 1 to 7 of the
workstation, or the control device 8 transmits to the yarn
quality sensor 9 the information about at least one qual-
itative parameter of the change in the operation of the
nodes 1 to 7 of the workstation in the respective section
of the yarn 3. On the basis of the information about the
current operating conditions of the nodes 1 to 7 of the
workstation, the yarn quality sensor 9 then adjusts the
processes of monitoring and evaluatiing the yarn 3 ac-
cording to these current operating conditions of the nodes
1 to 7 of the workstation. At the same time, the information
about the current operating conditions of the nodes 1 to
7 of the workstation is transmitted as two-state informa-
tion and/or as analog information and/or as a data com-
munication.
[0034] It is obvious that the invention is not limited only
to the embodiments specifically described herein, since
the principle of the invention, which consists in imple-
menting real-time bidirectional online communication be-
tween the yarn quality sensor 9 and the control device 8
and transmitting information about ongoing processes or
their changes in order to improve and simplify the detec-
tion of different yarn 3 states under different conditions
at the workstation, can be implemented in a wide range
of textile machines and methods of yarn 3 production or
yarn 3 modification.

Claims

1. A method for monitoring yarn (3) at a workstation of
a textile machine having a row of workstations ar-
ranged next to each other, in which the yarn (3) being
produced is during the production process monitored
by a yarn quality sensor (9), yarn (3) faults are de-
tected, the quality of yarn (3) is evaluated and the
data is transmitted to a control device (8), which con-
trols processes at the workstation, characterized in
that during stable yarn (3) production the control de-
vice (8) transmits to the yarn quality sensor (9) online
and in real-time information about the current oper-
ating conditions of the workstation, including the in-
formation about short-term repeated changes, the
yarn quality sensor (9) accordingly adjusts in real-
time the processes of monitoring the yarn (3) and of
evaluating the yarn (3) parameters and sends the
results of the thus adjusted yarn (3) monitoring proc-
ess to the control device (8) for controlling the work-
station.

2. The method according to claim 1, characterized in
that the control device (8) transmits to the yarn qual-
ity sensor (9) information about the start and the end

or about the start and the duration of the changes in
the operation of the nodes (1 to 7) of the workstation.

3. The method according to claim 1, characterized in
that the control device (8) transmits to the yarn qual-
ity sensor (9) information about at least one qualita-
tive parameter of a change in the operation of the
nodes (1 to 7) of the workstation in the respective
section of the yarn (3) length.

4. The method according to any of claims 1 to 3, char-
acterized in that on the basis of the information
about the currrent conditions of the workstation op-
eration, the yarn quality sensor (9) adjusts the proc-
esses of monitoring and evaluating the yarn (3) ac-
cording to these current conditions of the workstation
operation.

5. The method according to any of claims 1 to 4, char-
acterized in that the information about the current
operating conditions of the workstation is transmitted
as two-state information and/or as analog informa-
tion and/or as data communication.

6. The method according to any of claims 1 to 5, char-
acterized in that the control device (8) transmits to
the yarn quality sensor (9) online and in real-time
information about the current intentionally generated
changes in the yarn (3) parameters in the given sec-
tions of the yarn (3) length, whereby the yarn quality
sensor (9) on the basis of the information received
at the time when the yarn (3) with thus intentionally
altered parameters passes through the measuring
zone of the sensor (9), the yarn (3) is either not mon-
itored at all in the corresponding length sections,
these sections of yarn (3) not being included in the
overall evaluation of the quality of the spun-out yarn
(3), or the yarn (3) quality sensor monitors the yarn
(3) in the length sections with the intentionally altered
parameters and in these sections it evaluates the
yarn (3) quality according to the cleaning limits or
according to the cleaning curve, which are different
from the cleaning limits or the cleaning curve used
for the yarn (3) sections without deliberately changed
parameters and this data is sent online to the control
device (8).

7. The method according to any of claims 1 to 5, char-
acterized in that the control device (8) transmits to
the yarn quality sensor (9) online and in real-time
information about the deliberate changes in the op-
eration of at least one working node (1 to 7) of the
workstation, the yarn quality sensor (9) on the basis
of the information received monitors the effect of the
performed changes in the operation of the working
nodes (1 to 7) at the workstation on the detected
yarn (3) parameters, or, if necessary, to assess this
effect, the yarn quality sensor (9) adjusts its inner
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detection and evaluation processes.

8. The method according to any of claims 1 to 5, char-
acterized in that the control device (8) transmits to
the yarn quality sensor (9) online and in real-time
information about short-term repeated changes in
the speed of the yarn (3), the yarn quality sensor (9)
adjusts the setting of its parameters in real-time so
that they can correspond to the changed speed of
the yarn (3) and subsequently carrries out proper
and reliable monitoring of the yarn (3) quality and
sends the data to the control device (8).

9. The method according to any of claims 1 to 5, char-
acterized in that the control device (8) transmits to
the yarn quality sensor (9) online and in real-time
information about deliberate changes in the opera-
tion of at least one working node (1 to 7) of the work-
station and the yarn quality sensor (9) monitors the
impact of the performed changes in the operation of
the working nodes (1 to 7) at the workstation on the
detected yarn (3) parameters, sends the data to the
control device (8), which in the event of a difference
between the desired and real detected yarn (3) pa-
rameter subsequently further adjusts the operation
of at least one working node (1 to 7) of the workstation
to increase the degree of match between the detect-
ed yarn (3) parameter and the desired yarn (3) pa-
rameter.

10. A textile machine with a device for monitoring yarn
(3) at a workstation, which comprises a row of work-
stations arranged next to each other, where each
workstation comprises a yarn quality sensor (9),
which is aligned with the yarn (3) working path and
which is connected to a control device (8), provided
with means for decision making and controlling the
workstation, characterized in that the yarn quality
sensor (9) and the control device (8) are intercon-
nected by a means (11) for online and real-time bi-
directional transmission of the information about the
parameters of the yarn (3) being produced and/or
changes of conditions at the workstation during sta-
ble yarn (3) production, including the information
about short-term repeated changes, the yarn quality
sensor (9) being provided with means for online ad-
justment of the processes of monitoring and evalu-
ating the yarn (3) parameters in real-time.
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