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(54) FALSE TWISTING MACHINE

(57) An object of the present invention is to suppress
the detachment of a pin at the time of cutting a yarn during
false twisting in a false-twist texturing machine including
a pin-type twisting unit.

A false-twist texturing machine 1 includes a pin-type
twisting unit 15 configured to twist a yarn Y running inside
arotating pin 41. The false-twist texturing machine 1 fur-
ther includes an operation unit 25 by which a deceleration
operation of decelerating the number of rotations of the
pin 41 from a production rotation number which is the
number of rotations of the pin 41 at the time of yarn pro-
duction is performable, and a cutter 23 configured to cut
the yarn Y. After the deceleration operation is performed,
the cutter 23 cuts the yarn Y when the number of rotations
of the pin 41 reaches a predetermined cutting rotation
number which is lower than the production rotation
number.

FIG.4

SETTING UNIT 31 /

30 ;

PROGESSING UNIT

PIN-TYPE TWISTING UNIT —1 5

/|‘| MOTOR F«54

SWITCH }V*25
>|| CUTTER }~’\23
YARN DETECTOR F24

CONTROLLER

PROCESSING UNIT 10

PROCESSING UNIT

Processed by Luminess, 75001 PARIS (FR)



1 EP 4 310 231 A1 2

Description
[Technical Field]

[0001] The present invention relates to a false-twist
texturing machine including a pin-type twisting unit con-
figured to twist a yarn running inside a rotating pin.

[Background]

[0002] For example, each of Patent Literatures 1 and
2 discloses a false-twist texturing machine including a
pin-type twisting unit configured to twist a yarn running
inside a rotating pin. In such a false-twist texturing ma-
chine, when production of the yarn is finished or when
there is a defect in running of the yarn, an operator may
intentionally cut the yarn. In the false-twist texturing ma-
chine, a yarn detector referred to as a feeler is typically
provided. When the yarn detector detects the absence
ofthe yarn, a cutter provided on a yarn path automatically
works. That is, as the operator detaches the yarn from
the yarn detector, the cutter works so as to cut the yarn.

[Citation List]
[Patent Literatures]
[0003]

[Patent Literature 1] Japanese Laid-Open Patent
Publication No. 2019-157313
[Patent Literature 2] Japanese Laid-Open Patent
Publication No. 2019-157314

[Summary of the Invention]
[Technical Problem]

[0004] However, when the yarn is cut while yarn pro-
duction (i.e., false twisting) is being performed in the
false-twist texturing machine, the following problem may
occur. During the false twisting, the pin rotates at a high
speed so thatthe yarn is twisted many times, i.e., astrong
twist is applied to the yarn. Therefore, when the yarn is
cut during the yarn production, an end of the yarn tends
to be tangled. When passing the pin, this tangle may
disadvantageously apply a large force functioning as re-
sistance to the pin so that the pin is detached and lost.
Because the pin is expensive, it is desired to avoid losing
the pin as much as possible.

[0005] In consideration of the above, an object of the
present invention is to suppress the detachment of a pin
atthe time of cutting a yarn during false twisting in afalse-
twist texturing machine including a pin-type twisting unit.

[Solution to Problem]

[0006] The present invention relates to a false-twist
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texturing machine including a pin-type twisting unit con-
figured to twist a yarn running inside a rotating pin, the
false-twist texturing machine comprising: an operation
unit by which a deceleration operation of decelerating
the number of rotations of the pin from a production ro-
tation number is performable, the production rotation
number being the number of rotations of the pin at the
time of yarn production; and a cutter configured to cut
the yarn. After the deceleration operation is performed,
the cutter cuts the yarn when the number of rotations of
the pin reaches a predetermined cutting rotation number
which is lower than the production rotation number.
[0007] According tothe presentinvention, when an op-
erator performs the deceleration operation by means of
the operation unit, the cutter cuts the yarn after the pin
decelerates to the cutting rotation number. The number
of twists of the yarn is therefore low at the time of yarn
cutting. As a result, formation of a tangle at an end of the
cut yarn is suppressed. This allows the end of the yarn
to smoothly pass the pin, and suppresses detachment
of the pin at the time of yarn cutting during false twisting.
[0008] The present invention is preferably arranged
such that the number of rotations of the pin is maintained
at the cutting rotation number.

[0009] By maintaining the number of rotations of the
pin at the cutting rotation number, the yarn is cut while
the number of rotations of the pin is at a desired rotation
number. It is therefore possible to further reliably sup-
press the detachment of the pin.

[0010] The present invention is preferably arranged
such that a yarn detector configured to detect presence
of the yarn is provided downstream of the cutter in ayarn
running direction. When the yarn detector detects ab-
sence of the yarn after the cutter cuts the yarn, the pin
starts to decelerate again from the cutting rotation
number.

[0011] With this arrangement, even when the number
of rotations of the pin is temporarily maintained at the
cutting rotation number, the deceleration of the pin is au-
tomatically started again and the rotation of the pin is
automatically stopped.

[0012] The present invention is preferably arranged
such that a yarn-threading rotation number used at the
time of yarn threading to the pin-type twisting unit is set
as the number of rotations of the pin, and the cutting
rotation number is equal to the yarn-threading rotation
number.

[0013] When the number of rotations of the pin is too
low, the number of twists of the yarn decreases so that
the tension of the yarn increases. As a result, the yarn
may be unintentionally broken. To solve this problem,
the cutting rotation number is arranged to be equal to the
yarn-threading rotation number at which the yarn thread-
ing is performed without the yarn breakage. Itis therefore
possible to avoid a case where the yarn breakage occurs
before the number of rotations of the pin reaches the
cutting rotation number.

[0014] The present invention is preferably arranged
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such that processing units each of which includes the
pin-type twisting unit are aligned, and the operation unit
is independently provided for each of the processing
units.

[0015] With this arrangement, the operator needs to
move to a desired processing unit which is a target of the
yarn cutting and to operate the operation unit of this
processing unit. It is therefore possible to prevent yarn
cutting for being erroneously performed from an unde-
sired processing unit.

[0016] The present invention is preferably arranged
such that processing units each of which includes the
pin-type twisting unit are aligned, and the operation unit
is shared between the processing units.

[0017] With this arrangement, the yarn cutting is per-
formed for any processing unit by using the single oper-
ation unit. It is therefore possible to save the operator’'s
labor of moving to each desired processing unit which is
a target of the yarn cutting.

[Brief Description of Drawings]
[0018]

FIG. 1 is a schematic diagram of the structure of a
false-twist texturing machine of an embodiment of
the present invention.

FIG. 2 is a schematic diagram of the structure of a
pin-type twisting unit.

FIG. 3 shows the pin-type twisting unit viewed in the
direction Il in FIG. 2.

FIG. 4 is a block diagram of the electrical structure
of the false-twist texturing machine.

FIG. 5 is a flowchart of cutting of a yarn.

FIG. 6 is a timing diagram of the yarn cutting.

[Preferred Embodiment of Invention]

[0019] The following will describe an embodiment of
the present invention with reference to figures.

(Overall Structure of False-Twist Texturing Machine)

[0020] FIG. 1 is a schematic diagram of the structure
of a false-twist texturing machine 1 of the present em-
bodiment. In the false-twist texturing machine 1, process-
ing units 10 (these units may be referred to spindles)
configured to perform false twisting of yarns Y are aligned
in a vertical direction to the sheet of FIG. 1 (hereinafter,
this direction will be referred to as a base longitudinal
direction). Each processing unit 10 includes a yarn sup-
plying part 2 configured to supply a yarn Y, a processing
part 3 configured to perform false twisting of the yarn Y
supplied from the yarn supplying part 2, and a winding
part 4 configured to wind the yarn Y false-twisted by the
processing part 3 so as to form a package P.

[0021] Theyarnsupplying part2is configured to supply
the yarn Y from a yarn supply package Q to the process-
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ing part 3. The processing part 3 is configured to false-
twistthe yarn Y running along a yarn path. In the process-
ing part 3, the following members are provided along the
yarn path in this order from the upstream side in a yarn
running direction: a first feed roller 11, a twist-stopping
guide 12, a first heater 13, a cooler 14, a pin-type twisting
unit 15, a second feed roller 16, an interlacing device 17,
a third feed roller 18, a second heater 19, and a fourth
feed roller 20. The winding part 4 is configured to wind
the yarn Y false-twisted by the processing part 3 by
means of a winding device 21, so as to form the package
P.

[0022] The false-twist texturing machine 1 includes a
main base 5 and a winding base 6 provided to oppose
each other and to be spaced apart from each other in a
left-right direction of FIG. 1. The main base 5 and the
winding base 6 extend in the base longitudinal direction.
An upper partof the main base 5 is connected to an upper
part of the winding base 6 by a supporting frame 7. The
devices forming the processing part 3 of each processing
unit 10 are mainly attached to the main base 5 or the
supporting frame 7. The main base 5, the winding base
6, and the supporting frame 7 surround a space thatis a
working space 8. The yarn Y mainly runs around the
working space 8. An operator performs operations such
as yarn threading in the working space 8.

(Processing Part)

[0023] The first feed roller 11 is configured to send a
yarn Y supplied from the yarn supplying part 2, toward
the first heater 13. The first feed roller 11 is provided at
the upper part of the winding base 6. The first feed roller
11 includes a drive roller and a driven roller, and is con-
figured to send the yarn Y to the downstream side in the
yarn running direction. In this regard, the yarn Y is sent
while being sandwiched by the drive roller and the driven
roller. In regard to the processing units 10, drive rollers
are connected to a common drive shaft so that the drive
rollers are simultaneously driven. The second feed roller
16, the third feed roller 18, and the fourth feed roller 20
are similarly arranged.

[0024] The twist-stopping guide 12 is arranged to pre-
vent the twist of the yarn Y, which is formed by the pin-
type twisting unit 15, from being propagated to the up-
stream side of the twist-stopping guide 12 in the yarn
running direction. The twist-stopping guide 12is provided
between the first feed roller 11 and the first heater 13 in
the yarn running direction.

[0025] The first heater 13 is configured to heat the yarn
Y twisted by the pin-type twisting unit 15. The first heater
13 is attached to an upper end portion of the supporting
frame 7.

[0026] The cooler 14 is configured to cool the yarn Y
heated by the first heater 13. The cooler 14 is provided
between the first heater 13 and the pin-type twisting unit
15 in the yarn running direction.

[0027] The pin-type twisting unit 15 is configured to



5 EP 4 310 231 A1 6

twist the yarn Y. The pin-type twisting unit 15 is provided
atthe upper part of the main base 5. The pin-type twisting
unit 15 of each processing unit 10 can be independently
driven by a later-described motor 54 (see FIG. 2 and FIG.
4).

[0028] The second feed roller 16 is configured to send
the yarn Y twisted by the pin-type twisting unit 15, toward
the interlacing device 17. The second feed roller 16 is
provided below the pin-type twisting unit 15 in the main
base 5. The conveyance speed of conveying the yarn Y
by the second feed roller 16 is higher than the convey-
ance speed of conveying the yarn Y by the first feed roller
11. The yarn Y is therefore drawn between the first feed
roller 11 and the second feed roller 16.

[0029] The interlacing device 17 is configured to inter-
lace the yarn Y by injecting air thereto. The interlacing
device 17 is provided below the second feed roller 16 in
the main base 5.

[0030] The third feed roller 18 is configured to send the
yarnY interlaced by the interlacing device 17, toward the
second heater 19. The third feed roller 18 is provided
below the interlacing device 17 in the main base 5. The
conveyance speed of conveying the yarn Y by the third
feed roller 18 is lower than the conveyance speed of con-
veying the yarn Y by the second feed roller 16. The yarn
Y is therefore relaxed between the second feed roller 16
and the third feed roller 18.

[0031] The second heater 19 is configured to heat the
yarn Y sent from the third feed roller 18. The second
heater 19 is provided below the third feed roller 18 in the
main base 5.

[0032] The fourth feed roller 20 is configured to send
the yarn Y thermally treated by the second heater 19,
toward the winding device 21. The fourth feed roller 20
is provided at a lower part of the winding base 6. The
conveyance speed of conveying the yarn Y by the fourth
feed roller 20 is lower than the conveyance speed of con-
veying the yarn Y by the third feed roller 18. The yarn Y
is therefore relaxed between the third feed roller 18 and
the fourth feed roller 20.

[0033] In the processing part 3 arranged as described
above, the yarn Y drawn between the first feed roller 11
and the second feed roller 16 is twisted by the pin-type
twisting unit 15. The twist formed by the pin-type twisting
unit 15 is propagated to the twist-stopping guide 12, but
is not propagated to the upstream side of the twist-stop-
ping guide 12 in the yarn running direction. The yarn Y
which is twisted and drawn in this way is heated by the
first heater 13. After that, the yarn Y is cooled by the
cooler 14 and thermally set. The yarn Y then passes the
pin-type twisting unit 15. After that, the yarn Y is unwound
before reaching the second feed roller 16. However, the
twist of the yarn Y is thermally set as described above.
Each filament is therefore maintained to be wavy in
shape. Thereafter, interlacing is performed by the inter-
lacing device 17, and the yarn Y thermally set by the
second heater 19 is wound by the winding device 21.
[0034] Inthe processing unit 10, a cutter 23 and a yarn
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detector 24 are also provided on the yarn path. The cutter
23 is provided upstream of the first feed roller 11 in the
yarn running direction, and configured to cut the yarn Y.
The yarn detector 24 is provided downstream of the fourth
feedroller 20 in the yarn running direction, and configured
to detect the presence of the yarn Y. In the main base 5,
a switch 25 (corresponding to an operation unit of the
present invention) is provided to correspond to each
processing unit 10. The switch 25 is used for switching
the state of a rotating pin 41. The switch 25 of the present
embodiment is formed of a button. However, the switch
25 may be formed of a lever, a dial, or the like.

(Pin-Type Twisting Unit)

[0035] FIG. 2 is a schematic diagram of the structure
of the pin-type twisting unit 15. FIG. 3 shows the pin-type
twisting unit 15 in the direction Ill in FIG. 2. The pin-type
twisting unit 15 is configured to twist the yarn Y running
inside the pin 41, as the cylindrical pin 41 rotates axially.
In FIG. 2, the yarn Y runs downward. FIG. 3 does not
show a guide member 52.

[0036] The pin-type twisting unit 15 includes two rota-
tional shafts 43 and 44 which are rotatably supported by
a supporter 42 via unillustrated bearings. To the rotation-
al shaft 43, two rollers 45 and 46 separated from each
other in an axial direction of the pin 41 are attached. To
the rotational shaft 44, two rollers 47 and 48 separated
from each other in the axial direction are attached. The
rollers 45 and 47 are at the same position in the axial
direction, and are slightly separated from each other as
shown in FIG. 3 so as not to make contact with each
other. Both the rollers 46 and 48 are similarly provided
at the same position in the axial direction, and are slightly
separated from each other so as not to make contact with
each other. The rotational shaft 43 is axially and rotation-
ally driven by the motor 54.

[0037] The pin 41 is a cylindrical member extending in
the axial direction, and the yarn Y runs inside the pin 41.
At an intermediate portion of the pin 41 in the axial direc-
tion, a magnetic portion 41a is formed to oppose later-
described magnets 49 and 50. To one end portion of the
pin 41 in the axial direction (i.e., a downstream end por-
tion in the yarn running direction), a wound portion 41b
extending in a diameter direction of the pin 41 is internally
fixed. The yarn Y is wound once on the wound portion
41b. With this arrangement, the yarn Y is twisted as the
pin 41 rotates axially.

[0038] The magnet 49 is provided between the roller
45 and the roller 46 in the axial direction. Similarly, the
magnet 50 is provided between the roller 47 and the roller
48 in the axial direction. The magnets 49 and 50 are fixed
to the supporter 42 via a bracket 51 (see FIG. 3). When
the pin 41 is inserted into a gap between the rollers 45
and 47 (46 and 48) so that the magnetic portion 41a of
the pin 41 opposes the magnets 49 and 50, the pin 41 is
retained by the magnets 49 and 50 as shown in FIG. 3.
To be more specific, the magnets 49 and 50 retain the
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pin 41 which is sandwiched between the rollers 45 and
47 (46 and 48) and whichis in contact with circumferential
surfaces of the rollers 45 and 47 (46 and 48). The pin 41
is not mechanically fixed to other members, but is re-
tained by the magnetic force of the magnets 49 and 50
and the friction force with the circumferential surfaces of
the rollers 45 to 48.

[0039] The ring-shaped guide member 52 is provided
upstream of the pin 41 in the yarn running direction. The
guide member 52 is fixed to the supporter 42 via an un-
illustrated bracket. A pipe-shaped guide member 53 is
provided downstream of the pin 41 in the yarn running
direction. The guide member 53 is fixed directly to the
supporter 42. The shape and way of fixation of each of
the guide members 52 and 53 are notlimited to the above-
described shape and way of fixation, and may be suitably
changed.

[0040] Asindicated by arrows in FIG. 3, when the roller
45 is rotated by rotationally driving the rotation shaft 43,
the pin 41 in contact with the circumferential surface of
the roller 45 is rotationally driven in a direction opposite
to the roller 45. Furthermore, the roller 47 in contact with
the circumferential surface of the pin 41 is rotationally
driven in a direction opposite to the pin 41. As the pin 41
is axially and rotationally driven in this way, the yarn Y is
twisted.

(Electrical Structure)

[0041] FIG. 4 is a block diagram of the electrical struc-
ture of the false-twist texturing machine 1. FIG. 4 shows
only one processing unit 10 because of limited space.
However, other processing units 10 are also similarly
structured. The false-twist texturing machine 1 includes
a controller 30 configured to control operations of
processing units 10. To the controller 30, a setting unit
31 used by the operator to input control programs and
setting values is connected. For example, the setting unit
31 may be formed of a touch panel or a combination of
a keyboard and a monitor, etc.

[0042] The switch 25 provided for each processing unit
10 is electrically connected to the motor 54 of the pin-
type twisting unit 15, and used for switching the state of
the rotating pin 41. When the switch 25 is pressed while
the pin 41 is stopped, the pin 41 accelerates to a prede-
termined yarn-threading rotation number and the yarn-
threading rotation number is maintained. When the
switch 25 is pressed while the pin 41 rotates at the yarn-
threading rotation number, the pin 41 accelerates to a
production rotation number and the production rotation
number is maintained. When the switch 25 is pressed
while the pin 41 rotates atthe production rotation number,
the pin 41 decelerates from the production rotation
number and is finally stopped. The yarn-threading rota-
tionnumber is the number of rotations of the pin 41, which
is appropriate for performing the yarn threading to the
pin-type twisting unit 15 while yarn breakage is avoided.
The production rotation number is the number of rotations
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of the pin 41 at the time of yarn production (i.e., the false
twisting). The yarn-threading rotation number is lower
than the production rotation number.

[0043] In the present embodiment, when a long-press
gesture is performed for the switch 25 while the pin 41
rotates at the production rotation number, the pin 41 de-
celerates from the production rotation number to a pre-
determined cutting rotation number and the cutting rota-
tion number is maintained. In other words, the long-press
gesture for the switch 25 is equivalent to a deceleration
operation of the present invention. The cutting rotation
number is the small number of rotations, and the number
of twists of the yarn Y processed at the cutting rotation
number is low enough to suppress the formation of a
tangle at an end of the yarn Y when the tangle is formed
when the yarn Y is cut by the cutter 23. However, when
the number of rotations of the pin 41 is too low, the
number of twists of the yarn Y is excessively low so that
the tension of the yarn Y is excessively high. As a result,
the yarn breakage may unintentionally occur. The cutting
rotation number is therefore set to be high so that, when
the number of rotations of the pin 41 changes from the
production rotation number to the cutting rotation
number, the yarn Y is prevented from being broken. In
the present embodiment, the cutting rotation number is
arranged to be equal to the yarn-threading rotation
number. The production rotation number and cutting ro-
tation number (i.e., yarn-threading rotation number) of
the pin 41 are settable through the setting unit 31.
[0044] The controller 30 is electrically connected to the
motor 54, switch 25, cutter 23, and yarn detector 24 of
each processing unit 10. The controller 30 is configured
to control operations of the motor 54 and the cutter 23 in
accordance with (i) the number of rotations of the motor
54 (i.e., the number of rotations of the pin 41) and (ii) a
detection result regarding the presence of the yarn Y by
the yarn detector 24. The controller 30 is able to recog-
nize the state of the rotating pin 41 of the pin-type twisting
unit 15 by recognizing the state of the switch 25 of each
processing unit 10. The state of the rotating pin 41 can
be switched not only by using the switch 25 but also by
using the controller 30.

(Operation of Yarn Cutting)

[0045] The following will describe a flow of an operation
at the time when the operator cuts the yarn Y which is
being produced at the processing unit 10 in the false-
twist texturing machine 1 arranged as described above.
FIG. 5 is a flowchart of yarn cutting. FIG. 6 is a timing
diagram of the yarn cutting.

[0046] When ayarnY at one processing unit 10 is cut,
the operator moves to this processing unit 10 and per-
forms a long-press gesture for the switch 25 of the
processing unit 10. When the long-press gesture is per-
formed for the switch 25 while the pin 41 of the pin-type
twisting unit 15 rotates at the production rotation number
(YES in the step S1: timing T1), the pin 41 starts to de-
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celerate (step S2).

[0047] Subsequently, after the number of rotations of
the pin 41 decelerates to the cutting rotation number
(YES in the step S3: timing T2), the controller 30 tempo-
rarily stops the deceleration of the pin 41 and causes the
number of rotations of the pin 41 to be kept constant at
the cutting rotation number (step S4). While the pin 41
rotates at the cutting rotation number, the controller 30
causes the cutter 23 to cut the yarn Y (step S5: timing
T3) . As such, because the yarn Y is cut after the pin 41
decelerates to the cutting rotation number, the number
of twists of the yarn Y is small at the time of yarn cutting.
It is therefore possible to suppress the formation of a
tangle at an end of the yarn Y after the yarn cutting. Fur-
thermore, the end of the yarn Y easily and smoothly pass-
es the pin 41.

[0048] After the end of the cut yarn Y finishes passing
the yarn detector 24, the yarn detector 24 detects the
absence of the yarn Y. When the yarn detector 24 has
detected the absence of the yarn Y (YES in the step S6:
timing T4), the controller 30 starts the deceleration of the
pin 41 again (step S7) . Therotation of the pin 41 is finally
stopped (timing T5).

(Effects)

[0049] In the present embodiment, when the operator
performs the deceleration operation by means of the
switch 25 (i.e., the operation unit), the cutter 23 cuts the
yarn Y after the pin 41 decelerates to the cutting rotation
number. The number of twists of the yarn Y is therefore
low at the time of yarn cutting. As a result, the formation
of a tangle at an end of the cut yarn Y is suppressed.
This allows the end of the yarn Y to smoothly pass the
pin 41, and to suppress the detachment of the pin 41 at
the time of yarn cutting during the false twisting.

[0050] In the present embodiment, the number of ro-
tations of the pin 41 is maintained at the cutting rotation
number. By maintaining the number of rotations of the
pin 41 at the cutting rotation number, the yarn Y is cut
while the number of rotations of the pin 41 is at a desired
rotation number. Itis therefore possible to further reliably
suppress the detachment of the pin 41.

[0051] In the present embodiment, the yarn detector
24 configured to detect the presence of the yarn Y is
provided downstream of the cutter 23 in the yarn running
direction. When the yarn detector 24 detects the absence
of the yarn Y after the cutter 23 cuts the yarn Y, the pin
41 decelerates from the cutting rotation number again.
Because of this, even when the number of rotations of
the pin 41 is temporarily maintained at the cutting rotation
number, the deceleration of the pin 41 is automatically
started again and the rotation of the pin 41 is automati-
cally stopped.

[0052] In the present embodiment, as the number of
rotations of the pin 41, the yarn-threading rotation
number used at the time of yarn threading to the pin-type
twisting unit 15 is set. In this regard, the cutting rotation
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number is equal to the yarn-threading rotation number.
When the number of rotations of the pin 41 is too low,
the number of twists of the yarn Y decreases so that the
tension of the yarn Y increases. As a result, the yarn Y
may be unintentionally broken. To solve this problem,
the cutting rotation number is arranged to be equal to the
yarn-threading rotation number at which the yarn thread-
ing is performed without the yarn breakage. Itis therefore
possible to avoid a case where the yarn breakage occurs
before the number of rotations of the pin 41 reaches the
cutting rotation number.

[0053] In the present embodiment, the processing
units 10 each of which includes the pin-type twisting unit
15 are aligned. The switch 25 is independently provided
for each processing unit 10. With this arrangement, the
operator needs to move to a desired processing unit 10
which is a target of the yarn cutting and to operate the
switch 25 of this processing unit 10. It is therefore pos-
sible to prevent yarn cutting from being erroneously per-
formed for an undesired processing unit 10.

(Other Embodiments)

[0054] The following will describe modifications of the
above-described embodiment.

[0055] Inthe embodimentabove, along-press gesture
for the switch 25 is equivalent to the deceleration oper-
ation of the present invention. However, the specific ar-
rangement of the deceleration operation is not limited to
this. For example, the deceleration operation may be to
press the switch 25 a predetermined number of times
within a predetermined time.

[0056] In the embodiment above, when the cutter 23
cuts a yarn Y, the number of rotations of the pin 41 is
maintained at the cutting rotation number. However, in
the yarn cutting, the number of rotations of the pin 41
may not be maintained at the cutting rotation number.
The yarn Y may be cut during the deceleration of the pin
41.

[0057] Inthe embodiment above, when (i) the number
of rotations of the pin 41 is maintained at the cutting ro-
tation number and (ii) the yarn detector 24 detects the
absence of the yarn Y, the pin 41 starts to decelerate
again. However, a way of starting the deceleration of the
pin 41 again is not limited to this. For example, the pin
41 may startto decelerate again as the operator operates
the switch 25. Alternatively, the controller 30 may be con-
figured to start the deceleration of the pin 41 again when
a predetermined time elapses after the number of rota-
tions of the pin 41 reaches the cutting rotation number
or after the yarn Y is cut. When the yarn detector 24 is
not used for determining when to start the deceleration
of the pin 41 again, the yarn detector 24 may be omitted.
Alternatively, the yarn detector 24 may not be omitted.
[0058] In the embodiment above, the cutting rotation
number is arranged to be equal to the yarn-threading
rotation number. However, the cutting rotation number
may be arranged to be different from the yarn-threading
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rotation number.

[0059] Inthe embodimentabove, the switch 25 provid-
ed for each processing unit 10 functions as the operation
unit of the present invention. However, the operation unit
of the present invention may be shared between the
processing units 10. For example, the setting unit 31 may
function as a shared operation unit. In this case, when
one processing unit 10 is selected by the setting unit 31
as atargetofthe yarn cutting, the pin 41 of this processing
unit 10 may start to decelerate. Alternatively, it may be
structured so that, when some processing units 10 are
selected by the setting unit 31 as targets of the yarn cut-
ting, all pins 41 of those processing units 10 start to de-
celerate. In these cases, the yarn cutting is performed
for any processing unit 10 by using the single setting unit
31. Itis therefore possible to save the operator’s labor of
moving to each desired processing unit 10 for cutting a
yarn Y. In these cases, an operation of selecting at least
one processing unit 10 as a target of the yarn cutting by
using the setting unit 31 is equivalent to the deceleration
operation of the presentinvention. When the yarn cutting
is performed for some processing units 10, pin-type twist-
ing units 15 of those processing units 10 may be com-
manded by the controller 30 at the same time or at dif-
ferent times.

[Reference Signs List]
[0060]

1 false-twist texturing machine
10 processing unit

15 pin-type twisting unit

23 cutter

24 yarn detector

25 switch (operation unit)

41 pin

Y yarn

Claims

1. A false-twist texturing machine including a pin-type
twisting unit configured to twist a yarn running inside
a rotating pin, the false-twist texturing machine com-
prising:

an operation unit by which a deceleration oper-
ation of decelerating the number of rotations of
the pin from a production rotation number is per-
formable, the production rotation number being
the number of rotations of the pin at the time of
yarn production; and

a cutter configured to cut the yarn, and

after the deceleration operation is performed,
the cutter cutting the yarn when the number of
rotations of the pin reaches a predetermined cut-
ting rotation number which is lower than the pro-
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duction rotation number.

The false-twist texturing machine according to claim
1, wherein, the number of rotations of the pin is main-
tained at the cutting rotation number.

The false-twist texturing machine according to claim
2, wherein, a yarn detector configured to detect pres-
ence of the yarnis provided downstream of the cutter
in a yarn running direction, and

when the yarn detector detects absence of the yarn
after the cutter cuts the yarn, the pin starts to decel-
erate again from the cutting rotation number.

The false-twist texturing machine according to any
one of claims 1 to 3, wherein, a yarn-threading rota-
tion number used at the time of yarn threading to the
pin-type twisting unitis set as the number of rotations
of the pin, and

the cutting rotation number is equal to the yarn-
threading rotation number.

The false-twist texturing machine according to any
one of claims 1 to 4, wherein, processing units each
of which includes the pin-type twisting unit are
aligned, and

the operation unitis independently provided for each
of the processing units.

The false-twist texturing machine according to any
one of claim 1 to 4, wherein, processing units each
of which includes the pin-type twisting unit are
aligned, and

the operation unit is shared between the processing
units.
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FIG.3
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FIG.4
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FIG.5
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FIG.6
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