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Description 

The  present  invention  relates  to  a  method  of 
handling  a  weft  on  a  jet  loom  that  picks  a  weft  by 
the  jetting  action  of  a  main  picking  nozzle,  compris- 
ing  cutting  off  a  portion  of  the  weft  continuous  with 
a  mispicked  weft  from  a  portion  of  the  weft  continu- 
ous  therewith  and  extending  in  the  main  picking 
nozzle,  and  removing  the  portion  of  the  weft  cut  off 
the  portion  of  the  weft.extending  in  the  main  pick- 
ing  nozzle,  and  relates  to  a  weft  handling  device  for 
carrying  out  the  method. 

Proposed  in  Japanese  Patent  Laid-open  No. 
Hei  1-282371  is  a  weft  handling  device  for  a  jet 
loom,  capable  of  automatically  extracting  a  mispic- 
ked  weft.  When  a  weft  is  mispicked,  the  weft  han- 
dling  device  guides  the  weft  continuously  with  the 
mispicked  weft  into  a  weft  guide  duct  and  a  suction 
duct  disposed  above  a  main  picking  nozzle,  grips 
the  weft  continuous  with  the  mispicked  weft  be- 
tween  a  pair  of  rollers,  and  draws  the  weft  by  the 
pair  of  rollers  through  the  weft  guide  duct  into  the 
suction  duct  to  extract  the  mispicked  weft  from  a 
shed. 

As  the  weft  extending  from  a  weft  measuring 
device  and  through  the  main  picking  nozzle  is 
drawn,  the  weft  becomes  taut  between  the  rollers 
and  the  main  picking  nozzle,  the  taut  weft  is 
pressed  against  a  cutting  blade  disposed  directly 
above  the  front  tip  of  the  main  picking  nozzle  to  cut 
the  weft  off  the  mispicked  weft  and  to  separate  the 
weft  from  the  main  picking  nozzle.  As  the  weft  is 
drawn  by  the  rollers,  the  mispicked  weft  is  ex- 
tracted  from  the  shed,  and  then,  the  extracted 
mispicked  weft  is  removed  from  the  suction  duct. 

A  weft  handling  device  disclosed  in  Japanese 
Patent  Laid-open  No.  Sho  61-252342  also  extracts 
a  mispicked  weft  from  the  shed  by  drawing  the 
weft.  This  weft  handling  device  extracts  the  mispic- 
ked  weft  only  by  an  air  current  that  flows  from  a 
blow  nozzle  to  a  suction  nozzle.  The  blow  nozzle 
and  the  suction  nozzle  are  disposed  opposite  to 
each  other  respectively  on  the  opposite  sides  of 
the  main  picking  nozzle.  An  air  blowing  circuit 
provided  with  a  solenoid  valve  is  connected  to  the 
main  picking  nozzle,  and  the  solenoid  valve  is 
controlled  for  on-off  operation  according  to  the  op- 
erating  condition  of  the  loom  to  blow  air  moderately 
through  the  main  picking  nozzle. 

Although  it  is  convenient,  in  extracting  the  mis- 
picked  weft  from  the  shed,  to  leave  the  mispicked 
weft  continuous  with  the  weft,  it  is  also  effective  in 
extracting  the  mispicked  weft  to  stop  the  subse- 
quent  picking  after  separating  the  mispicked  weft 
and  the  weft  from  each  other.  In  the  latter  case,  the 
weft  is  removed  from  the  main  picking  nozzle. 

Both  the  prior  art  weft  handling  devices,  how- 
ever,  have  a  problem  that  a  portion  of  the  weft 

extending  between  the  weft  measuring  device  and 
the  main  picking  nozzle  is  pulled  off  the  main 
picking  nozzle  by  tensile  pull  of  the  cutting  blade 
acting  on  the  weft  in  cutting  the  weft  during  a 

5  mispicked  weft  extracting  process.  If  coils  of  the 
weft  reserved  on  a  weft  measuring  and  storing 
device  are  disheveled  by  the  tensile  pull,  it  is 
possible  that  the  first;  pick  after  restarting  the  loom 
fails. 

io  The  weft  handling  device  disclosed  in  Japa- 
nese  Patent  Laid-open  No.  Sho  61-252342  execute 
moderate  blowing  control  operation  to  blowing  air 
moderately  through  the  main  picking  nozzle  only 
during  the  adjustment  of  the  phase  of  the  weft 

75  measuring  drum.  Troubles  occur  if  moderate  air 
blowing  is  continued  through  out  a  mispicked  weft 
extracting  process;  it  is  possible  that  the  weft 
sucked  into  and  held  in  the  suction  nozzle  by 
suction  is  pulled  out  from  the  suction  nozzle  and 

20  blown  in  disheveled  loops  into  the  shed  or  the  weft 
is  untwisted  and  disintegrated  by  blowing  if  the 
weft  is  exposed  to  blowing  for  a  long  time.  Such 
troubles  can  be  prevented  by  limited  air  blowing 
operation  for  blowing  air  only  for  a  limited  time. 

25  However,  limited  air  blowing  operation  is  unable  to 
obviate  the  adverse  action  of  the  tension  created  in 
the  weft  in  cutting  the  weft. 

Accordingly,  it  is  an  object  of  the  present  in- 
vention  to  provide  a  weft  handling  method  capable 

30  of  extracting  a  mispicked  weft  on  a  jet  loom  without 
causing  the  weft  to  fall  off  the  main  picking  nozzle 
in  cutting  the  weft  during  a  mispicked  weft  extract- 
ing  process  and  without  disheveling  coils  of  the 
weft  stored  on  the  weft  storage  drum  of  the  weft 

35  measuring  and  storing  device,  and  to  pravide  a 
weft  handling  device  for  carrying  out  the  method. 

To  solve  the  foregoing  problems,  a  weft  han- 
dling  method  in  accordance  with  the  present  inven- 
tion,  as  claimed  in  Claim  1,  applies  a  fluid  jet,  in 

40  synchronism  with  the  timing  of  cutting  off  a  portion 
of  a  weft  continuous  with  a  mispicked  weft  from  a 
portion  of  the  weft  extending  in  the  main  picking 
nozzle,  to  the  portion  of  the  weft  extending  in  the 
main  picking  nozzle  before  a  cutting  position  where 

45  the  weft  is  to  be  cut  so  as  to  neutralize  the  effect  of 
tensile  pull  acting  on  the  portion  of  the  weft  extend- 
ing  in  the  main  picking  nozzle  by  the  counteracting 
force  of  the  fluid  jet  in  cutting  the  weft. 

A  weft  handling  device  in  accordance  with  the 
50  present  invention,  as  claimed  in  Claim  2,  comprises 

a  weft  cutting  means  for  cutting  a  portion  of  a  weft 
continuous  with  a  mispicked  weft  from  a  portion  of 
the  weft  continuous  therewith  and  extending  in  the 
main  picking  nozzle  of  a  jet  loom,  and  a  fluid 

55  blowing  means  for  blowing  a  fluid  into  the  main 
picking  nozzle  in  synchronism  with  the  cutting  op- 
eration  of  the  weft  cutting  means. 
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Further  embodiments  of  the  invention  are 
claimed  in  Claims  3-9. 

When  a  weft  is  mispicked,  the  weft  handling 
device  pulls  the  portion  of  the  weft  continuous  with 
a  mispicked  weft  and,  consequently,  a  portion  of 
the  weft  extending  between  the  weft  measuring 
device  and  the  main  picking  nozzle  of  the  jet  loom 
is  tensioned.  Then,  the  fluid  blowing  means  blows 
a  fluid  into  the  main  picking  nozzle.  in  synchronism 
with  the  weft  cutting  operation  of  the  weft  cutting 
means  for  cutting  the  taut  weft  so  that  the  effect  of 
tensile  pull  acting  on  the  weft  is  neutralized  by  the 
counteracting  force  of  the  fluid  jet.  Accordingly,  the 
portion  of  the  weft  extending  in  the  main  picking 
nozzle  is  kept  from  falling  off  the  main  picking 
nozzle  and  coils  of  the  weft  wound  on  the  storage 
drum  of  the  weft  measuring  and  storing  device  are 
kept  from  being  disheveled. 

The  weft  handling  device  draws  the  weft  by  the 
drawing  mechanism  comprising  the  driving  roller, 
the  motor  for  driving  the  driving  roller  for  rotation, 
the  driven  roller  and  the  pneumatic  cylinder  ac- 
tuator  interlocked  with  the  driven  roller.  Preferably, 
the  fluid  blowing  means  is  included  in  a  pressur- 
ized  fluid  supply  system  for  supplying  a  pressur- 
ized  fluid  to  the  pneumatic  cylinder  actuator  in 
bringing  the  driven  roller  into  engagement  with  the 
driving  roller. 

Since  the  pressurized  fluid  supply  system 
functions  for  both  supplying  the  pressurized  fluid  to 
the  pneumatic  cylinder  actuator  and  supplying  the 
pressurized  fluid  to  the  main  picking  nozzle,  the 
weft  handling  device  need  not  be  provided  with  any 
special  air  supply  tank,  so  that  the  weft  handling 
device  has  a  simple  construction. 

First,  second  and  third  embodiments  of  the 
present  invention  will  be  described  hereinafter  with 
reference  to  the  accompanying  drawings. 

The  examples  that  follow  will  explain  the  inven- 
tion  in  more  details.  Fig  1  to  7  show  the  following: 

Fig.  1  is  a  schematic  front  view  of  a  weft 
handling  device  in  a  first  embodiment 
according  to  the  present  invention; 

Fig.  2  is  a  flow  chart  of  assistance  in  ex- 
plaining  the  first  haif  of  a  mispicked 
weft  extracting  procedure  to  be  car- 
ried  out  by  the  weft  handling  device  of 
Fig.  1; 

Fig.  3  is  a  flow  chart  of  assistance  in  ex- 
plaining  the  second  half  of  the  mispic- 
ked  weft  extracting  procedure; 

Fig.  4  is  a  timing  chart  of  assistance  in  ex- 
plaining  the  mispicked  weft  extracting 
operation  of  the  weft  handling  device 
of  Fig.  1; 

Fig.  5  is  a  schematic  front  view  of  a  weft 
handling  device  in  a  second  embodi- 
ment  according  to  the  present  inven- 

tion; 
Fig.  6  is  a  timing  chart  of  assistance  in  ex- 

plaining  the  mispicked  weft  extracting 
operation  of  the  weft  handling  device 

5  of  Fig.  5;  and 
Fig.  7  is  a  timing  chart  of  assistance  in  ex- 

plaining  the  mispicked  weft  extracting 
operation  of  a  weft  handling  device  in 
a  third  embodiment  according  to  the 

io  present  invention. 
First  Embodiment:  Referring  to  Fig.  1,  a  main 

picking  nozzle  2  is  fixed  to  one  end  of  a  sley  1, 
and  a  reed  3  capable  of  guiding  a  picked  weft  is 
attached  to  the  sley  i.  The  weft  Y  is  wound  and 

is  stored  on  the  storage  drum  4a  of  a  drum  type  weft 
measuring  and  storing  device.4  is  guided  into  the 
main  picking  nozzle  2.  The  weft  Y  is  picked 
through  a  weft  guide  passage,  not  shown,  formed 
by  the  dents  of  the  reed  3  by  a  fluid  jet  jetted  by 

20  the  main  picking  nozzle  2  in  synchronism  with 
picking  timing. 

A  weft  cutting  device  5  is  disposed  near  the 
main  picking  nozzle  2  at  a  position  on  the  exten- 
sion  of  the  cloth  fell  of.the  fabric  on  the  jet  loom  to 

25  cut  the  weft  Y  after  every  insertion  of  the  weft  Y  as 
a  pick  into  the  shed.  A  pneumatic  cylinder  actuator 
7  is  disposed  near  the  weft  cutting  device  5  to 
keep  the  weft  cutting  device  5  from  weft  cutting 
operation.  A  mispicked  weft  detecting  device  6  is 

30  disposed  on  the  other  end  of  the  sley  1,  i.e.,  the 
weft  arriving  side  of  the  sley  1  . 

A  weft  guide  duct  8,  an  air  guide  9  and  a 
suction  duct  Ig  are  disposed  above  the  main  pick- 
ing  nozzle  2:  A  cutting  blade  22  is  disposed  di- 

35  rectly  above  the  front  tip  of  the  main  picking  nozzle 
2.  Air  is  blown  into  the  suction  duct  10  through  a 
nozzle  10a  to  generate  a  suction  within  the  suction 
nozzle  10.  A  blow  nozzle  11  is  disposed  in  front  of 
the  main  picking  nozzle  under  a  picking  passage 

40  so  as  to  blow  air  into  the  inlet  opening  8a  of  the 
weft  guide  duct  8. 

The  weft  guide  duct  8,  the  air  guide  9,  the 
suction  duct  10  and  the  blow  nozzle  11  move  along 
a  circular  path  according  to  the  swing  motion  of  the 

45  sley  1.  A  driving  roller  13  and  a  driven  roller  15  are 
disposed  so  that  the  weft  guide  duct  8  and  the  air 
guide  duct  9  are  located  respectively  on  the  op- 
posite  sides  of  a  line  passing  the  centers  of  the 
driving  roller  13  and  the  driven  roller  15  when  the 

50  sley  1  is  at  a  position  corresponding  to  a  crank 
angle  of  about  180°.  The  driving  roller  13  is  driven 
for  rotation  by  a  motor  12,  and  the  driven  roller  15 
is  shifted  between  a  working  position  where  the 
same  is  pressed  against  the  driving  roller  13  and  a 

55  standby  position  where  the  same  is  separated  from 
the  driving  roller  by  a  pneumatic  cylinder  actuator 
14. 

3 
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A  weft  detector  16,  such  as  a  sensitive  switch, 
is  disposed  above  a  position  between  the  air  guide 
9  and  the  suction  duct  10.  The  weft  detector  16  is 
attached  to  the  pneumatic  cylinder  actuator  14  so 
that  its  actuator  16a  is  inserted  between  the  air 
guide  9  and  the  suction  duct  10  when  the  driven 
roller  15  is  shifted  from  the  standby  position  to  the 
working  position  by  the  pneumatic  cylinder  actuator 
14. 

The  pneumatic  cylinder  actuator  7  for  stopping 
the  operation  of  the  weft  cutting  device  5  is  con- 
nected  through  a  solenoid  valve  17  to  a  com- 
pressed  air  tank  21.  Similarly,  the  compressed  air 
tank  21  is  connected  through  a  solenoid  valve  18  to 
the  blow  nozzle  11,  through  a  solenoid  valve  19  to 
the  blow  nozzle  10a  of  the  suction  duct  10  and 
through  a  solenoid  valve  20  to  the  pneumatic 
cylinaer  actuator  14.  The  main  picking  nozzle  2  is 
connected  through  a  tee  joint  31  and  a  solenoid 
valve  32  to  a  high-pressure  compressed  air  tank 
33,  and  through  the  tee  joint  31  and  a  solelioid 
valve  34  to  a  low-pressure  compressed  air  tank  35. 
The  high  pressure  compressed  air  tank  33  supplies 
high-pressure  compressed  air  to  the  main  picking 
nozzle  2  for  picking.  The  low-pressure  compressed 
air  tank  35  supplies  low-pressure  compressed  air 
of  a  pressure  lower  than  that  of  the  high-pressure 
compressed  air  to  the  main  picking  nozzle  2. 

A  control  unit  24  for  controlling  the  weft  han- 
dling  device  is  supported  on  a  bracket,  not  shown, 
supporting  jack  levers  for  vertically  moving  heddle 
frames  23.  Data  is  transferred  between  the  control 
unit  24  and  a  computer  25  for  controlling  weaving 
operation.  The  control  unit,24  controls  the  motor  12 
and  the  solenoid  valve  20  on  the  basis  of  the 
output  signal  of  the  weft  detector  16. 

The  computer  25  controls  the  solenoid  valves 
17,  18,  19,  32  and  34,  and  a  main  motor,  not 
shown,  on  the  basis  of  a  mispicked  weft  detection 
signal  provided  by  the  mispicked  weft  detecting 
device  6  and  the  output  signal  of  a  crank  angle 
detecting  encoder  27. 

Figs.  2  and  3  are  flow  charts  of  a  mispicked 
weft  disposal  program.  A  mispicked  weft  disposal 
operation  is  carried  out  according  to  the  program 
shown  in  Figs.  2  and  3,  and  a  timing  chart  shown 
in  Fig.  4. 

Upon  the  detection  of  a  mispicked  weft,  the 
mispicked  weft  detecting  device  6  provides  a  mis- 
picked  weft  detection  signal.  Upon  the  reception  of 
the  mispicked  weft  detection  signal,  the  computer 
25  provides  a  stop  signal  to.stop  the  jet  loom 
and.signals  to  open  the  solenoid  valves  17,  18  and 
19.  Consequently,  the  weft  cutting  device  5  is  held 
inoperative,  air  is  blown  through  the  blow  nozzle  1  1 
during  the  inertial  running  of  the  jet  loom  and  a 
partial  vacuum  is  created  within  the  suction  duct 
10.  Thus,  the  mispicked  weft  Yb  beaten  up  to  the 

cloth  fell  remains  continuous  with  the  weft  Y1  ,  the 
weft  Y1  continuous  with  the  mispicked  weft  Yb  is 
not  picked,  the  weft  Y1  is  guided  into  the  weft 
guide  duct  8,  the  weft  Y1  is  sucked  by  the  suction 

5  duct  10  so  as  to  extend  in  the  detection  range  of 
the  weft  detector  16. 

After  the  jet  loom  has  completely  been  stopped 
with  the  sley  1  at  a  position  corresponding  to  a 
crank  angle  of  300  °  ,  the  main  motor  is  reversed  to 

io  locate  the  sley  1  at  a  position  corresponding  to  a 
crank  angle  of  180°,  i.e.,  the  back  dead  center,  so 
that  a  maximum  shed  is  formed  to  release  the 
mispicked  weft  Yb  from  the  warps.  Upon  the  com- 
pletion  of  the  reverse  motion  of  the  jet  loom,  the 

is  solenoid  valve  18  is  closed  to  stop  blowidg  air 
through  the  blow  nozzle  11.  Subsequently.,  the 
solenoid  valve  20  is  opened  to  project  the  piston 
rod  of  the  pneumatic  cylinder  actuator  14  in  order 
that  the  driven  roller  15  is  shifted  from  the  standby 

20  position  to  the  working  position  to  hold  the  weft  Y1 
between  the  driving  roller  13  and  the  driven  roller 
15. 

When  shifting  the  driven  roller  15  to  the  work- 
ing  position,  the  actuator  16a  of  the  weft  detector 

25  16  engages  the  weft  Y1  to  turn  on  the  weft  detector 
16.  As  shown  in  Fig.  4,  the  control  unit  24  opens 
the  solenoid  valve  34  upon  the  reception  of  a  weft 
detection  signal  from  the  weft  detector  16  to  blow 
low-pressure  compressed  air  through  the  main 

30  picking  nozzle  2  for  a  predetermined  time  T1  .  The 
pressure  of  the  low-pressure  compressed  air  is 
adjusted  to  a  relatively  low  pressure  so  that  the 
weft  Y1  is  not  disintegrated  by  the  low-pressure 
compressed  air.  The  predetermined  time  T1  is  a 

35  relatively  short  time  in  which  the  weft  Y1  is  not 
untwisted  by  the  low-pressure  compressed  air. 

The  motor  12  is  actuated  to  start  rotating  the 
rollers  13  and  15  to  draw  the  weft  Y1  with  a  slight 
time  lag  after  starting  blowing  the  low-pressure 

40  compressed  air  through  the  main  picking  nozzle  2. 
As  the  weft  Y1  is  drawn  by  the  rollers  13  and  15, 
the  weft  Y1  is  tensioned  between  the  rollers  13  and 
15,  and  the  main  picking  nozzle  2,  so  that  the  weft 
Y1  is  pressed'agairist  and  cut  with  the  cutting 

45  blade  22.  Although  the  weft  Y,  i.e.,  a  portion  of  the 
weft  Y1  extending  from  the  weft  measuring  and 
storing  device  4,  tends  to  recoil  toward  the  weft 
measuring  and  storing  device  4  when  the  taut  weft 
Y1  is  cut,  the  weft  Y  is  prevented  from  recoiling  by 

50  the  low-pressure  compressed  air  being  blown 
through  the  main  picking  nozzle  2  in  a  direction 
opposite  to  the  recoiling  direction,  so  that  the  weft 
Y  is  unable  to  recoil  toward  the  weft  measuring  and 
storing  device  4.  Thus,  the  weft  Y  remains  in  the 

55  main  picking  nozzle  2  and  coils  of  the  weft  Y  on 
the  storage  drum  4a  of  the  weft  measuring  and 
storing  device  4  are  not  disheveled. 

4 
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After  the  weft  Y1  has  been  cut  with  the  cutting 
blade  22,  the  solenoid  valve  34  is  closed  to  stop 
blowing  the  low-pressure  compressed  air  through 
the  main  picking  nozzle  2.  The  weft  Y1  separated 
from  the  weft  Y  is  drawn  through  the  weft  guide 
duct  8  by  the  rollers  13  and  15  and  sucked  into  the 
suction  duct  10  by  the  suction  of  the  suction  duct 
10,  and  thereby  the  mispicked  weft  Yb  continuous 
with  the  weft  Y1  is  extracted  from  the  shed.  Upon 
the  passage  of  the  mispicked  weft  Yb  past  the 
rollers  13  and  15,  the  actuator  16a  of  the  weft 
detector  16  returns  to  its  OFF  position.  The  control 
unit  24  measures  the  length  of  the  mispicked  weft 
Yb  extracted  from  the  shed  on  the  basis  of  the 
rotation  of  the  motor  12  represented  by  rotation 
data  provided  by  the  rotary  encoder  12a.during  a 
period  from  the  start  of  the  motor  12  and  the 
termination  of  the  weft  detection  signal  of  the  weft 
detector  16. 

When  the  measured  length  is  not  less  than  a 
set  length,  the  control  unit  24  decides  that  the 
mispicked  weft  extracting  operation  has  success- 
fully  been  completed  and  gives  a  restart  signal  to 
the  computer  25.  Then,  the  computer  25  reverses 
the  jet  loom  to  locate  the  sley  1  at  a  position 
appropriate  to  restarting  the  jet  loom,  i.e.,  a  position 
corresponding  to  a  crank  angle  of  300  °  ,  closes  the 
solenoid  vaive  17  to  make  the  weft  cutting  device  5 
operative,  and  then,  restarts  the  jet  loom. 

If  the  mispicked  weft  Yb  is  broken  during  the 
mispicked  weft  extracting  operation,  the  measured 
length  of  the  extracted  mispicked  weft  Yb  is  shorter 
than  the  set  length.  In  such  a  case,  the  control  unit 
24  gives,  to  the  computer  25,  a  failure  signal  in- 
dicating  that  the  mispicked  weft  extracting  opera- 
tion  is  unsuccessful  and  flickers  a  failure  indicating 
lamp  26.  Then,  the  computer  25  drives  the  main 
motor  in  the  normal  direction  to  locate  the  sley  1  at 
a  position  corresponding  to  a  crank  angle  of  300  °  . 
Then,  the  operator  moves  the  sley  1  to  a  position 
corresponding  to  a  crank  angle  of  180°  to  form  a 
maximum  shed,  extracts  the  mispicked  weft,  and 
then  restarts  the  jet  loom. 

During  the  manual  operation  of  the  operator  for 
extracting  the  mispicked  weft  and  restarting  the  jet 
loom,  the  shed  is  closed  to  allow  the  warps  to  relax 
so  that  the  warps  are  not  tensioned  excessively. 
Accordingly,  stopping  marks  are  not  formed  in  the 
fabric  after  the  jet  loom  has  been  restarted.  The 
main  shaft  of  the  jet  loom  is  rotated  in  the  normal 
direction  in  closing  the  shed  by  setting  the  crank 
angle  to  300°  to  prevent  the  warps  and  the  weft 
from  being  interlaced. 

Second  Embodiment:  As  shown  in  Fig.  5,  the 
construction  of  a  weft  handling  device  in  a  second 
embodiment  according  to  the  present  invention  is 
substantially  the  same  as  that  of  the  weft  handling 
device  in  the  first  embodiment,  except  that  a  high- 

pressure  compressed  air  supply  system  employed 
in  the  second  embodiment  is  different  from  that 
employed  in  the  first  embodiment.  Referring  to  Fig. 
5,  the  pneumatic  cylinder  actuator  14  is  connected 

5  through  a  tee  joint  38  to  the  soienoid  valve  20,  The 
main  picking  nozzle  2  is  connected  through  a  tee 
joint  37  and  a  solenoid  valve  32  to  the  high- 
pressure  compressed  air  tank  33  and  through  the 
solenoid  valve  20,  the  tee  joint  38,  a  check  valve 

io  39  and  the  tee  joint  37  to  the  compressed  air  tank 
21  containing  compressed  air  of  a  pressure  lower 
than  that  of  the  compressed  air  contained  in  the 
high-pressure  compressed  air  tank  33. 

Referring  to  Fig.  6,  the  compressed  air  con- 
15  tained  in  the  compressed  air  tank  21  is  supplied  to 

the  main  picking  nozzle  2  to  start  blowing  the 
compressed  air  through  the  main  picking  nozzle  2 
in  synchronism  with  shifting  operation  for  shifting 
the  driven  roller  15  to  the  working  position.  Thus, 

20  the  compressed  air  is  blown  through  the  main 
picking  nozzle  2  from  a  moment  before  a  moment 
when  the  weft  Y1  is  cut  with  the  cutting  blade  22  to 
a  moment  after  the  moment  when  the  weft  Y1  is 
cut,  to  prevent  the  recoiling  of  the  weft  Y  continu- 

25  ous  with  the  weft  Y1  when  the  weft  Y1  is  cut. 
Elimination  of  the  low-pressure  compressed  air 

tank  35  simplifies  the  construction  of  the  weft  han- 
dling  device  in  the  second  embodiment  consider- 
ably. 

30  Third  Embodiment:  A  weft  handling  device  in  a 
third  embodiment  according  to  the  present  inven- 
tion  is  substantially  the  same  as  the  weft  handling 
device  in  the  first  embodiment  in  construction,  ex- 
cept  that  the  the  solenoid  valve  34  and  the  low- 

35  pressure  compressed  air  tank  35  are  omitted.  Re- 
ferring  to  Fig.  7,  the  solenoid  valve  32  is  opened 
for  a  short  time  T2  from  a  moment  before  a  mo- 
ment  when  the  weft  is  cut  to  a  moment  after  the 
moment  when  the  weft  is  cut  to  blow  the  high- 

40  pressure  compressed  air  momentarily  through  the 
main  picking  nozzle  2  in  synchronism  with  the 
cutting  operation  of  the  cutting  blade  22  for  cutting 
the  weft  Y1  to  prevent  the  recoiling  of  the  weft  Y. 
The  short  time  T2  is  set  so  that  the  weft  Y1  may 

45  not  be  disintegrated  by  the  high-  pressure  com- 
pressed  air. 

The  present  invention  is  not  limited  in  its  ap- 
plication  to  the  foregoing  first  to  third  embodiments 
and  may  be  practiced  otherwise. 

50  (1)  In  a  jet  loom  provided  with  an  air  supply 
system  for  supplying  air  to  the  main  picking 
nozzle  2  in  cutting  off  a  normal  pick  from  the 
weft  by  the-weft  cutting  device  5,  air  may  be 
supplied  to  the  main  picking  nozzle  2  by  the  air 

55  supply  system  in  cutting  the  weft  Y1  continuous 
with  the  mispicked  weft  Yb  with  the  cutting 
blade  22  in  synchronism  with  the  cutting  action 
of  the  cutting  blade  22. 

5 
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(2)  In  a  jet  loom  provided  with  an  auxiliary 
picking  nozzle  disposed  before  the  main  picking 
nozzle,  air  may  be  blown  through  the  auxiliary 
picking  nozzle  in  synchronism  with  the  cutting 
action  of  the  cutting  blade  22  for  cutting  the  weft 
Y1  continuous  with  the  mispicked  weft  Yb  so  the 
effect  of  tensile  pull  acting  on  the  weft  Y  con- 
tinuous  with  the  weft  Y1  is  neutralized  by  the 
counteracting  force  of  air  blown  through  the 
auxiliary  picking  nozzle. 
(3)  The  weft  handling  device  may  be  provided 
with  a  snap  type  cutter  instead  of  the  cutting 
blade  22. 
(4)  The  present  invention  is  applicable  to  a  weft 
handling  device  which  cuts  apart  the  mispicked 
weft  Yb  and  the  weft  Y1  continuous  with  the 
mispicked  weft  Yb,  stops  the  subsequent  pick- 
ing  operation  for  picking  the  weft  Y1  and  cuts 
the  weft  Y1  off  the  weft  Y  continuous  therewith 
and  extending  in  the  main  picking  nozzle. 
(5)  The  present  invention  is  applicable  to  a  weft 
handling  device  which  picks  the  weft  Y1  continu- 
ous  with  the  mispicked  weft  Yb  and  extracts  the 
picked  weft  Y1  together  with  the  mispicked  weft 
Yb  on  the  arriving  side  of  the  jet  loom. 
As  is  apparent  from  the  foregoing  description, 

the  weft  handling  device  in  accordance  with  the 
present  invention  applies  a  fluid  jet,  in  synchronism 
with  the  cutting  operation  ftr  cutting  the  weft  con- 
tinuous  with  the  mispicked  weft  off  the  weft  extend- 
ing  in  the  main  picking  nozzle,  to  the  weft  extend- 
ing  in  the  main  picking  nozzle  to  neutralize  the 
effect  of  tensile  pull  acting  thereon  by  the  count- 
eracting  force  of  the  fluid  jet.  Accordingly,  the 
mispicked  weft  can  be  disposed  without  causing 
the  weft  extending  in  the  main  picking  nozzle  to  fall 
off  the  main  picking  nozzle  in  cutting  the  weft 
continuous  with  the  mispicked  weft  off  the  same 
and  without  disheveling  coils  of  the  weft  stored  on 
the  weft  storage  drum  of  the  weft  measuring  and 
storing  device. 

The  present  invention  prevents  a  portion  of  a 
weft  extending  in  the  main  picking  nozzle  of  a  jet 
loom  from  falling  off  the  main  picking  nozzle  and 
prevents  coils  of  the  weft  stored  on  the  weft  stor- 
age  drum  of  a  weft  measuring  and  storing  device 
from  being  disheveled  in  cutting  a  portion  of  the 
weft  extending  between  the  main  picking  nozzle 
and  a  mispicked  weft. 

A  main  picking  nozzle  2  is  connected  through  a 
solenoid  valve  34  to  a  low-pressure  compressed  air 
tank  35.  A  blow  nozzle  11  and  a  cutting  blade  22 
are  disposed  near  the  main  picking  nozzle  2.  Upon 
the  detection  of  a  mispicked  weft  Yb  by  a  mispic- 
ked  weft  detecting  device  6,  a  pneumatic  cylinder 
actuator  7  makes  a  weft  cutting  device  5  inoper- 
ative.  Air  is  blown  through  the  blow  nozzle  11  to 
blow  a  weft  Y1  continuous  with  the  mispicked  weft 

Yb  through  a  weft  guide  duct  8  to  a  drawing 
mechanism  including  a  driving  roller  13  and  a 
driven  roller  15,  and  then,  the  driving  roller  13  and 
the  driven  roller  15  draw  the  weft  Y1.  When  the 

5  weft  Y1  is  drawn  by  the  drawing  mechanism,  the 
cutting  blade  22  cuts  the  weft  Y1  off  a  weft  Y 
extending  in  the  main  picking  nozzle  2.  The  sole- 
noid  valve  34  is  opened  in  synchronism  with  the 
weft  cutting  operation  of  the  cutting  blade  22  to 

io  apply  air  jet  to  the  weft  Y  so  that  the  effect  of 
tensile  pull  acting  on  the  weft  Y  is  neutralized  by 
the  counteracting  fore  of  the  air  jet. 

DESCRIPTION  OF  REFERENCE  CHARACTERS 
15 

2  ...  Main  picking  nozzle;  4  ...  Weft  measuring 
and  storing  device;  8  ...  Weft  guide  duct;  9  ...  Air 
guide;  10  ...  Suction  duct;  11  ...  Blow  nozzle;  12  ... 
Motor;  13  ...  Driving  roller;  14  ...  Pneumatic  cylinder 

20  actuator;  15  ...  Driven  roller;  16  ...  Weft  detector;  20 
...  Solenoid  valve;  21  ...  Compressed  air  tank;  22  ... 
Cutting  blade;  24  ...  Control  unit;  25  ...  Computer; 
34  ...  Solenoid  valve;  35  ...  Low-pressure  com- 
pressed  air  tank;  Y  ...  Weft;  Yi  ...  Weft;  Yb  ... 

25  Mispicked  weft 

Claims 

1.  A  method  of  handling  a  weft  on  a  jet  loom 
30  provided  with  a  main  picking  nozzle  (2)  for 

picking  a  weft  (Y)  by  a  jetting  action  and  a  weft 
handling  device  (11,  8,  9,  10,  13,  15,  12,  22) 
for  cutting  off  a  portion  of  the  weft  (Y1)  con- 
tinuous  with  a  mispicked  weft  (Yb)  from  a 

35  portion  of  the  weft  extending  in  the  main  pick- 
ing  nozzle  (2)  and  removing  the  portion  of  the 
weft  (Y1)  continuous  with  the  mispicked  weft 
(Yb)  from  the  main  picking  nozzle  (2),  charac- 
terised  in  that  said  method  comprises:  apply- 

40  ing  a  fluid  jet  (34,  35)  in  synchronism  with 
cutting  timing,  to  the  portion  of  the  weft  (Y) 
extending  inside  the  main  picking  nozzle  (2) 
before  a  cutting  position  where  the  weft  (Y)  is 
to  be  cut  so  that  the  effect  of  tensile  pull  acting 

45  on  the  weft  (Y)  during  weft  cutting  action  is 
neutralized  by  the  counteracting  force  of  the 
fluid  jet,  so  that  the  cut  weft  is  prevented  from 
recoiling  back  in  the  direction  of  weft  supply 
means. 

50 
2.  A  weft  handling  device  capable  of  cutting  off  a 

portion  of  a  weft  (Y1)  continuous  with  a  mispic- 
ked  weft  (Yb)  picked  by  the  jetting  action  of 
the  main  picking  nozzle  (2)  of  a  jet  loom  from 

55  a  portion  of  weft  continuous  therewith  and  ex- 
tending  in  the  main  picking  nozzle  (2)  and  of 
removing  the  portion  of  the  weft  (Y1)  continu- 
ous  with  the  mispicked  weft  (Yb)  from  the  main 

6 
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picking  nozzle  (2),  said  weft  handling  device 
comprising:  a  weft  cutting  means  (22)  for  cut- 
ting  off  the  portion  of  the  weft  continuous  with 
the  mispicked  weft  from  a  portion  of  the  weft 
continuous  therewith  and  extending  in  the  main 
picking  nozzle  (2)  and  removing  the  portion  of 
the  weft  continuous  with  the  mispicked  weft 
(Yb)  from  the  main  picking  nozzle  (2);  charac- 
terised  by  a  fluid  blowing  means  (34,  35)  for 
blowing  a  fluid,  in  synchronism  with  the  weft 
cutting  operation  of  the  weft  cutting  means 
(22),  into  the  main  picking  nozzle  (2)  when 
cutting  off  the  portion  of  the  weft  continuous 
with  the  mispicked  weft  (Y)  from  the  portion  of 
the  weft  extending  in  the  main  picking  nozzle 
(2),  so  that  the  cut  weft  is  prevented  from 
recoiling  back  in  the  direction  of  weft  supply 
means. 

3.  A  weft  handling  device  according  to  claim  2, 
wherein  the  portion  of  the  weft  (Y1  ,  Yb)  cut  off 
and  separated  from  the  portion  of  the  weft  (Y) 
extending  in  the  main  picking  nozzle  (2)  is 
drawn  by  a  drawing  mechanism  comprising  a 
driving  roller  (13),  a  motor  (12)  for  driving  the 
driving  roller  (13)  for  rotation,  a  driven  roller 
(15),  and  a  pneumatic  cylinder  actuator  (14, 
20)  interlocked  with  the  driven  roller  (15),  and 
said  fluid  blowing  means  is  included  in  a  pres- 
surized  fluid  supply  system  (25,  26,  20,  21) 
that  supplies  a  pressurized  fluid  to  the  pneu- 
matic  cylinder  actuator  (14)  in  bringing  the 
driven  roller  (15)  into  engagement  with  the 
driving  roller  (13). 

4.  A  weft  handling  device  as  claimed  in  claim  2 
or  3,  further  comprising  length  measuring 
means  (12,  12a,  16)  for  determining  the  cut 
length  of  the  mispicked  weft  (Yb). 

5.  A  weft  handling  device  as  claimed  in  claim  4, 
further  comprising  means  (24,  25)  for  produc- 
ing  a  failure  signal  if  the  cut  length  of  the 
mispicked  weft  (Yb)  is  lower  than  a  preset 
nominal  weft  length. 

6.  A  weft  handling  device  as  claimed  in  claim  5, 
further  including  means  (24,  25,  27)  that  drive 
the  main  motor  and  the  loom  in  a  position 
where  the  warp  shed  is  closed  and  in  its 
neutral  position. 

7.  A  weft  handling  device  as  claimed  in  any  of 
claims  2  to  6,  wherein  said  fluid  blowing 
means  (34,  35)  for  blowing  a  fluid  into  the  main 
nozzle  (2)  is  a  separate  fluid  pressure  source 
(35)  supplying  fluid  with  a  pressure  lower  than 
the  pressure  of  the  main  picking  nozzle  picking 

fluid  pressure  source  (33). 

8.  A  weft  handling  device  as  claimed  in  any  of 
claims  2  to  6,  wherein  said  fluid  blowing 

5  means  for  blowing  a  fluid  into  the  main  nozzle 
(2)  is  the  main  picking  nozzle  picking  fluid 
pressure  source  (33)  controlled  and  operated 
by  control  means  (25)  and  supplying  fluid  with 
a  pressure  lower  than  the  main  picking  nozzle 

io  operating  pressure. 

9.  Air  jet  loom  with  a  weft  handling  device  that  is 
operated  according  to  the  method  as  claimed 
in  claim  1  and/or  with  a  weft  handling  device 

is  as  claimed  in  any  of  claims  2  to  8. 

Patentanspruche 

1.  Verfahren  zum  Handhaben  eines  Schussfadens 
20  auf  einer  Dusenwebmaschien  mit  einer  Haupt- 

schusseintragsduse  (2)  zum  Eintragen  eines 
Schussfadens  (Y)  mit  einer  strahlwirkung  und 
mit  einer  Vorrichtung  (11,  8,  9,  10,  13,  15,  12, 
22)  zum  Abschneiden  eines  Teils  des  Schuss- 

25  fadens  (Y1),  der  mit  einem  Schussfehlerfaden 
(Yb)  zusammenhangt,  von  einem  Teil  des 
Schussfadens,  der  in  der  Hauptschusseintrags- 
duse  (2)  verlauft,  und  zum  Entfernen  des  Teils 
des  Schussfadens  (Y1)  der  mit  dem  Fehl- 

30  schussfaden  (Yb)  zusammenhangt  aus  der 
Hauptschusseintragsduse  (2),  dadurch  gekenn- 
zeichnet,  dass  das  Verfahren  umfasst: 

Anwenden  eines  Fluidstrahls  (34,  35)  syn- 
chron  mit  dem  Schneidvorgang,  auf  den  Teil 

35  des  Schussfadens  (Y)  der  in  der  Hauptschuss- 
eintragsduse  (2)  verlauft  und  vor  einer  Stelle, 
wo  der  Schussfaden  (Y)  zu  schneiden  ist  so 
dass  die  Zugwirkung  auf  den  Schussfaden 
wahrend  dem  Schneidvorgang  durch  die  Ge- 

40  genkraft  des  Fluidstrahls  neutralisiert  wird,  so 
dass  der  geschnittene  Schussfaden  gehindert 
wird,  in  Richtung  der  Schussliefereinrichtung 
zuruckzuspringen. 

45  2.  Vorrichtung  zum  Handhaben  von  Schussfaden 
mit  der  Fahigkeit,  einen  Teil  (Y1)  eines 
Schussfadens,  der  mit  einem  Fehlschussfaden 
(Yb)  zusammenhangt  und  der  mit  der  Fluidwir- 
kung  der  Hauptschusseintragsduse  (2)  einer 

50  Dusenwebmschine  eingetragen  wurde  von  ei- 
nem  Teil  des  Schussfadens  abzuschneiden 
der  mit  diesem  Zusammenhangt  und  in  der 
Hauptschusseintragsduse  (2)  verlauft  und  den 
Teil  des  Schussfadens  (Y1),  der  mit  dem  Fehl- 

55  schussfaden  (Yb)  zusammenhangt,  aus  der 
Hauptschusseintragsduse  (2)  entfernt,  wobei 
die  Vorrichtung  zum  Handhaben  von  Schussfa- 
den  umfasst: 

7 
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eine  Einrichtung  (22)  zum  Abschneiden 
des  Teils  des  Schussfadens,  der  mit  dem 
Fehlschussfaden  zusammenhangt  und  in  der 
Hauptschusseintragsduse  (2)  verlauft  und  wel- 
che  den  Teil  des  Schussfadens,  der  mit  dem 
Fehlschussfaden  (Yb)  zusammenhangt  aus  der 
Hauptschusseintragsduse  (2)  entfernt;  gekenn- 
zeichnet  durch  eine  Fluidblaseinrichtung  (34, 
35)  zum  Blasen  eines  Fluid  synchron  zum 
Schneidvorgang  der  Schussfadenschneidein- 
richtung  (22),  in  die  Hauptschusseintragsduse 
(2),  wenn  der  Teil  des  Schussfadens,  der  mit 
dem  Fehlschussfaden  (Yb)  zusammenhangt 
vom  Teil  des  Schussfadens,  der  in  der  Haupt- 
schusseintragsduse  (2)  verlauft,  geschnitten 
wird,  so  dass  der  geschnittene  Schussfaden 
daran  gehindert  wird,  in  Richtung  der  Schuss- 
liefereinrichtung  zuruckzuspringen. 

3.  Vorrichtung  nach  Anspruch  2  bei  welcher  der 
Teil  des  Schussfadens(Y1  ,  Yb)  der  vom  Teil 
des  Schussfadens  (Y)  der  vom  Teil  des 
Schussfadens  (Y)  abgeschnitten  und  getrennt 
ist,  der  in  der  Hauptschusseintragsduse  (2) 
verlauft,  von  einer  Zugeinrichtung  gezogen 
wird,  die  eine  Antriebsrolle  (13),  einen  Motor 
(12)  zum  drehenden  Antreiben  der  Antriebsrol- 
le  (13),  eine  angetriebene  Rolle  (15)  und  einen 
pneumatischen  Schaltzylinder  (14,  20),  der  mit 
angetriebenen  Rolle  (15)  verbunden  ist,  auf- 
weist  und  die  Fluidblaseinrichtung  an  ein 
Druckfluid-Liefersystem  (25,  26,  20,  21)  ange- 
schlossen  ist  das  ein  Druckfluid  zum  pneumati- 
schen  Schaltzylinder  (14)  liefert,  urn  die  ange- 
triebene  Rolle  (15)  mit  der  Antriebsrolle  (13)  in 
Eingriff  zu  bringen. 

4.  Vorrichtung  zum  Handhaben  von  Schussfaden 
nach  Anspruch  2  oder  3,  welche  weitere  eine 
Langenmesseinrichtung  (12,  12a,  16)  zum  Be- 
stimmen  der  Lange  des  abgeschnittenen  Fehl- 
schussfadens  (Yb)  umfasst. 

5.  Vorrichtung  zum  Handhaben  von  Schussfaden 
nach  Anspruch  4,  welche  weiter  eine  Einrich- 
tung  (24,  25)  zum  Erzeugen  eines  Fehlersi- 
gnals  aufweist,  wenn  die  abgeschnitten  Lange 
des  Fehlschussfadens  (Yb)  kleiner  als  eine  vor- 
gegebene  Soll-Schussfadenlange  ist. 

6.  Vorrichtung  zum  Handhaben  von  Schussfaden 
nach  Anspruch  5,  welche  weiter  eine  Positio- 
nier-Einrichtung  (24,  25,  27)  aufweist,  welche 
den  Haupt-Motor  und  die  Webmaschine  in 
eine  Lage  bringt,  in  welcher  das  Webfach  ge- 
schlossen  und  in  einer  neutralen  Lage  ist. 

7.  Vorrichtung  zum  Handhaben  von  Schussfaden 
nach  einem  der  Anspruche  2  bis  6,  bei  wel- 
cher  die  Fluidblaseinrichtung  (34,  35)  zum  Bla- 
sen  eines  Fluid  in  die  Hauptduse  (2),  eine 

5  getrennte  Druckfluid-Quelle  (35)  ist,  zum  Lie- 
fern  von  Fluid  mit  einem  Druck  der  niedriger 
ist,  als  der  Druck  der  Druckfluidquelle  fur  die 
Hauptschusseintragsduse  (33). 

io  8.  Vorrichtung  zum  Handhaben  von  Schussfaden 
nach  einem  der  Anspruche  2  bis  6,  bei  wel- 
cher  die  Fluidblaseinrichtung  zum  Blasen  eines 
Fluid  in  die  Hauptschusseintragsduse  (2)  eine 
Druckfluidquelle  (33)  fur  die  Hauptschussein- 

15  tragsduse  ist,  welche  von  eine  Regeleinrich- 
tung  (25)  gesteuert  wird,  welche  Druckfluid  mit 
einem  Druck  liefert  der  niedriger  ist,  als  der 
Betriebsdruck  der  Hauptschusseintragsduse. 

20  9.  Luftdusenwebmaschine  mit  einer  Vorrichtung 
zum  Handhaben  von  Schussfaden  welche 
nach  dem  Verfahren  von  Anspruch  1  betreiben 
wird  und/oder  mit  einer  Vorrichtung  zum  Hand- 
haben  von  Schussfaden  nach  einem  der  An- 

25  spruche  2  bis  8. 

Revendicatlons 

1.  Procede  de  manipulation  d'un  fil  de  trame  sur 
30  un  metier  a  tisser  a  injection  muni  d'une  tuye- 

re  principale  d'insertion  (2)  pour  inserer  un  fil 
de  trame  (Y)  par  une  action  d'injection  et  dis- 
positif  de  manipulation  de  fil  de  trame  (11,  8, 
9,  10,  13,  15,  12,  22)  pour  decouper,  dans  une 

35  portion  de  fil  de  trame  s'etendant  dans  la  tuye- 
re  principale  d'insertion  (2),  une  portion  de  fil 
de  trame  (Y1)  en  continu  avec  un  fil  de  trame 
mal  insere  (Yb),  et  pour  retirer,  de  la  tuyere 
principale  d'insertion  (2),  la  portion  du  fil  de 

40  trame  (Y1)  en  continu  avec  le  fil  de  trame  mal 
insere  (Yb),  caracterise  en  ce  que  ledit  proce- 
de  comprend  le  fait  d'appliquer  un  jet  de  fluide 
(34,  35),  de  maniere  synchrone  avec  le  temps 
de  coupe,  sur  la  portion  du  fil  de  trame  (Y) 

45  s'etendant  a  I'interieur  de  la  tuyere  principale 
d'insertion  (2)  avant  I'endroit  de  coupe  ou  le  fil 
de  trame  (Y)  doit  etre  coupe,  de  telle  sorte  que 
I'effet  de  traction  elastique  s'exergant  sur  le  fil 
de  trame  (Y)  lors  de  Taction  de  coupe  du  fil  de 

50  trame  est  neutralise  par  la  force  antagoniste 
exercee  par  le  jet  de  fluide,  si  bien  que  Ton 
empeche  I'enroulement  en  retour  du  fil  de  tra- 
me  coupe  en  direction  du  moyen  d'alimenta- 
tion  de  fil  de  trame. 

55 
2.  Dispositif  de  manipulation  de  fil  de  trame  capa- 

ble  de  decouper  une  portion  de  fil  de  trame 
(Y1)  en  continu  avec  un  fil  de  trame  mal  insere 

8 
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(Yb),  qui  a  ete  insere  par  Taction  d'ejection  de 
la  tuyere  principale  d'insertion  (2)  d'un  metier 
a  tisser  a  injection,  dans  une  portion  de  fil  de 
trame  en  continu  avec  le  fil  de  trame  et  s'eten- 
dant  dans  la  tuyere  principale  d'insertion  (2),  et 
de  retirer,  de  la  tuyere  principale  d'insertion 
(2),  la  portion  du  fil  de  trame  (Y1)  en  continu 
avec  le  fil  de  trame  mal  insere  (Yb),  ledit 
dispositif  de  manipulation  de  fil  de  trame  com- 
prenant  un  moyen  de  coupe  de  fil  de  trame 
(22)  destine  a  decouper  la  portion  du  fil  de 
trame  en  continu  avec  le  fil  de  trame  mal 
insere  dans  une  portion  de  fil  de  trame  en 
continu  avec  ce  dernier  et  s'etendant  dans  la 
tuyere  principale  d'insertion  (2)  et  un  moyen 
pour  retirer,  de  la  tuyere  principale  (2),  la  por- 
tion  de  fil  de  trame  en  continu  avec  le  fil  de 
trame  mal  insere  (Yb);  caracterise  par  un 
moyen  de  soufflage  de  fluide  (34,  35)  pour 
chasser  un  fluide  de  maniere  synchrone  avec 
Toperation  de  coupe  du  fil  de  trame  du  moyen 
de  coupe  de  fil  de  trame  (22)  dans  la  tuyere 
principale  d'insertion  (2)  lors  de  la  decoupe  de 
la  portion  du  fil  de  trame  en  continu  avec  le  fil 
de  trame  mal  insere  (Y)  dans  la  portion  du  fil 
de  trame  s'etendant  dans  la  tuyere  principale 
d'insertion  (2),  de  telle  sorte  qu'on  empeche 
Tenroulement  en  retour  du  fil  de  trame  coupe 
en  direction  du  moyen  d'alimentation  de  fil  de 
trame. 

3.  Dispositif  de  manipulation  de  fil  de  trame  selon 
la  revendication  2,  dans  lequel  la  portion  du  fil 
de  trame  (Y1,  Yb)  decoupee  et  separee  de  la 
portion  du  fil  de  trame  (Y)  s'etendant  dans  la 
tuyere  principale  d'insertion  (2)  est  tiree  par  un 
mecanisme  de  traction  comprenant  un  rouleau 
d'entraTnement  (13),  un  moteur  (12)  pour  en- 
traTner  en  rotation  le  rouleau  d'entraTnement 
(13),  un  rouleau  mene  (15)  et  un  dispositif 
d'entraTnement  pneumatique  a  cylindre  (14, 
20)  accouple  au  rouleau  mene  (15),  ledit 
moyen  de  soufflage  de  fluide  etant  inclus  dans 
un  systeme  d'alimentation  de  fluide  sous  pres- 
sion  (25,  26,  20,  21)  qui  alimente  le  dispositif 
d'entraTnement  pneumatique  a  cylindre  (14)  en 
fluide  sous  pression  en  amenant  le  rouleau 
mene  (15)  en  contact  avec  le  rouleau  d'entraT- 
nement  (13). 

4.  Dispositif  de  manipulation  de  fil  de  trame  selon 
la  revendication  2  ou  3,  comprenant  en  outre 
un  moyen  de  mesure  de  longueur  (12,  12a,  16) 
pour  determiner  la  longueur  de  coupe  du  fil  de 
trame  mal  insere  (Yb). 

5.  Dispositif  de  manipulation  de  fil  de  trame  selon 
la  revendication  4,  comprenant  en  outre  des 

moyens  (24,  25)  pour  emettre  un  signal  de 
defaillance  si  la  longueur  de  coupe  du  fil  de 
trame  mal  insere  (Yb)  est  inferieure  a  une 
longueur  de  fil  de  trame  nominale  prereglee. 

5 
6.  Dispositif  de  manipulation  de  fil  de  trame  selon 

la  revendication  5,  englobant  en  outre  des 
moyens  (24,  25,  27)  qui  entraTnent  le  moteur 
principal  et  le  metier  a  tisser  dans  une  position 

io  dans  laquelle  la  foule  est  fermee  et  est  au 
repos. 

7.  Dispositif  de  manipulation  de  fil  de  trame  selon 
Tune  quelconque  des  revendications  2  a  6, 

is  dans  lequel  ledit  moyen  de  soufflage  de  fluide 
(34,  35)  pour  chasser  un  fluide  dans  la  tuyere 
principale  (2)  est  une  source  separee  de  pres- 
sion  de  fluide  (35)  acheminant  un  fluide  dont  la 
pression  est  inferieure  a  la  pression  de  la 

20  source  de  pression  de  fluide  d'insertion  (33)  de 
la  tuyere  principale  d'insertion. 

8.  Dispositif  de  manipulation  de  fil  de  trame  selon 
Tune  quelconque  des  revendications  2  a  6, 

25  dans  lequel  ledit  moyen  de  soufflage  de  fluide 
destine  a  chasser  un  fluide  dans  la  tuyere 
principale  (2)  est  la  source  de  pression  de 
fluide  d'insertion  (33)  de  la  tuyere  principale 
d'insertion,  reglee  et  mise  en  service  par  un 

30  moyen  de  commande  (25),  et  on  achemine  un 
fluide  dont  la  pression  est  inferieure  a  la  pres- 
sion  de  travail  de  la  tuyere  principale  d'inser- 
tion. 

35  9.  Metier  a  tisser  a  injection  muni  d'un  dispositif 
de  manipulation  de  fil  de  trame  qui  est  mis  en 
service  conformement  au  procede  selon  la  re- 
vendication  1  et/ou  avec  un  dispositif  de  mani- 
pulation  de  fil  de  trame  selon  Tune  quelconque 

40  des  revendications  2  a  8. 
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