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Description

The invention relates to a method of measuring items of laundry according to the
preamble of Claim 1.

Items of laundry such as so-called flat linen, but also items of clothing, are fed to a
treatment device in a state in which they hang on two individual clip carriages by two
adjacent corners of one edge or of one periphery. The items of laundry are preferably
stored on an interim basis upstream of the treatment device. This interim storage takes
place with the items of laundry sorted in storage sections of a store, that is to say the
items of laundry are stored on an interim basis in a state in which they are separated
according to type. The items of laundry are preferably sorted according to type, for
example as covers, bed sheets, pillow cases, table cloths or the like, but possibly also as
overalls, shirts, trousers or the like.

In the case of known methods and apparatuses of this kind, the clip carriages are
introduced individually into an advancing caich conveyor, this operation being time-
consuming. Moreover, the operation of measuring the items of laundry, which is
necessary for sorting purposes, is incomplete in the case of known methods and
apparatuses. GB 1 556 0177 A discloses that for measuring the items of laundry their
entire surface area is scanned and determined. However, the complete scanning of the
items of laundry is complicated and particularly time-consuming.

It is an object of the invention to create a method by means of which items of laundry are
measured and which allows high throughputs with a high level of reliability.

A method for solving this object has the features of Claim 1. Accordingly, items of laundry
are measured by a measuring device which measures the sagging or the loop of the item
of laundry, which is retained in clip carriages by adjacent corners, and the lowermost
location of the item of laundry hanging down from the clip carriages. The width of the item
of laundry can be determined at least qualitatively from the sagging or the loop of the
edge or of the periphery retained on the clip carriages by the corners. The length of the
item of laundry can be determined at least qualitatively from the lowermost location of the
item of laundry hanging down from the clip carriage. The same, preferably single,
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measuring device can thus be used to determine two characteristic values of the item of
laundry, which are sufficient for sorting purposes. The items of laundry can then be
introduced into the respective path of the store or interim store in a state in which they
have been sorted according to type.

The item of laundry hanging on clip carriages by opposite corners of one edge or of one
periphery is measured with a defined, constant distance between the adjacent-corner-
retaining clip carriages. Each item of laundry is transported past the measuring device
individually with a defined distance between the adjacent corners of the front or upper
periphery or of the front or upper edge. The identical distance between the adjacent
corners of the edge or of the periphery means that identical measuring conditions are
created for each item of laundry, to be precise even for items of laundry of different sizes.
This makes it possible to carry out measurements which can be reproduced. The defined,
known distance between the corners of the edge or of the periphery of each item of
laundry makes it possible to draw conclusions reliably, from the measured values, to be
precise both for the sagging depth and for the lowermost corner of the item of laundry, as
to the type of the respective item of laundry, in which case the latter can be clearly
identified and sorted according to type. The known, defined distance between the corners
of the respective item of laundry however, may also be used in order to determine the
width and the length of the respective item of laundry computationally by the closest
possible approximation.

The measuring device preferably establishes at least more or less at the same time the
sagging, in particular the depth of the sagging of the edge of the respective item of
laundry, and the lowermost corner of the same. This allows the at least qualitative
measuring of the item of laundry, this measuring being sufficient in order to sort the
laundry specifically, to take place in a short period of time in a single operation.

A preferred configuration of the method provides the measured value for the sagging or
the loop, in particular the depth of the sagging or of the loop, of the edge of each item of
laundry and the measured value for the lowermost location of the item of laundry to be set
in relation to one another. For example, the quotient is formed from the measured value
for the depth of the sagging or of the loop and for the lowermost location of the item of
laundry (or vice versa). This ratio or the quotient or ratio value is used in order to
determine the type of item of laundry and/or to identify the item of laundry. For example, it
is possible to establish, by comparing the ratio with a reference value stored in a memory
of an electronic evaluation unit, whether the item of laundry is a bed sheet, a bed cover or
a pillow case. Forming the ratio allows each item of laundry to be reliably determined
and/or identified even if the depth of the sagging or of the loop and the lowermost location
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of the item of laundry are being used merely more or less as reference values rather than
to provide a qualitative determination of the length and the width of the item of laundry.

Provision is preferably made for the individual items of laundry to be transported past a
single measuring device with defined, identical distances between the clip carriages and
thus between the opposite corners of the respective edge or of the periphery retained by
said clip carriages. The defined distance between the clip carriages, and thus also
between the corners of the periphery of the item of laundry, make it possible to draw
conclusions at least approximately, from the measured depth of the sagging or of the
loop, as to the width of the measured item of laundry. The same also applies, on account
of the distance between the corners always being identical during the measuring
operation, to the lowermost location of the item of laundry. It is therefore possible for the
length of the item of laundry to be determined at least approximately from the measured
lowermost location or corner.

It is preferably possible for the length and width of the item of laundry, in accordance with
the method of the invention, to be determined by comparatively close approximation if the
measured values include the known, constant distance between the corners of the item of
laundry on account of defined distances between the corner-retaining clip carriages. The
length and the width of the respective item of laundry can then be determined
computationally by close approximation.

In the case of an advantageous configuration of the method, the measuring device used
is a line-measuring device. For example, the line-measuring device may be formed from a
row made up of a multiplicity of successive sensors located on at least one straight line, in
particular a vertical line. This line-measuring device can pick up, at the same time, a
number of measured values for an item of laundry hanging in front of the measuring
device. The measured values are preferably determined when the item of laundry has the
location or the region with the greatest level of sagging and the lowermost location of the
lower edge in front of the line-measuring device. The line-measuring device can then
measure both the lowermost location of the sagging or of the loop of the upper periphery
of the item of laundry and the lowermost location of the lower edge of the item of laundry,
in particular the lowermost lower corner of the same.

Once first of all a first clip carriage, on which the front corner of a first item of laundry is
hanging, is fed on its own to the respective driver by the separating device, there are then
always two clip carriages, retaining adjacent corners of successive items of laundry,
supplied at the same time, preferably successively, to a respective driver of the catch
conveyor.
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Preferably in each case two successive clip carriages, retaining adjacent corners of
successive items of laundry, are advanced along the rail together, to be precise preferably
in contact with one another, by a respective single driver. This means that just one driver
transports two clip carriages at the same time.

Provision is made, in particular, for the clip carriages on the respective driver to be
advanced along an oblique rail which slopes upwards in the transporting direction. This
means that (with the exception of the first clip carriage of the first item of laundry) a driver
always displaces two clip carriages along the rail. The in each case two clip carriages, in
contact with one another, are thus pushed along the obliquely upwardly sloping rail in
pairs by always just a single driver. This results in controlled advancement of the
respective pair of clip carriages.

An advantageous development of the method provides for clip carriages retaining
adjacent corners of the edge of the respective item of laundry to be advanced along the
rail by successive, spaced-apart drivers. All the drivers of the catch conveyor assigned to
the rail here are spaced apart by a defined, identical and also constant distance. This
procedure ensures that, during transportation along the rail, the clip carriages retaining
opposite corners of the preferably upper periphery or of the upper edge of the item of
laundry are always spaced apart by the same distance, although each driver always
pushes along in front of it two clip carriages, as a pair of clip carriages, because the
drivers advance, in particular each driver advances, two clip carriages with different items
of laundry. The identical distance between the clip carriages retaining adjacent corners of
the edge or of the periphery of each item of laundry gives rise, beneath the clip carriage,
to a defined sagging, that is to say a loop, of each item of laundry. This sagging or this
loop is always the same size for items of laundry which are identical or of the same type,
but is differently sized for different items of laundry, in particular items of laundry of
different types.

A preferred exemplary embodiment of the invention will be explained in more detail
hereinbelow with reference to the drawing, in which:
Fig.1 shows part of an apparatus for feeding items of laundry to a treatment device,

Fig. 2 shows an illustration analogous to Fig. 1, but without items of laundry hanging on
clip carriages and with no rail on which the clip carriages can be displaced, and

Fig. 3 shows an enlarged detail Ill from Fig. 1.

The figures show part of an apparatus for feeding items of laundry 10 to a treatment
device (not shown), for example to an inserting machine, for feeding the items of laundry
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in a spread-out state to a mangle. The apparatus also has a store (not shown in the
figures either) made up of a plurality of storage sections, wherein each storage section
serves for accommodating a plurality of items of laundry 10 of the same type. In the store,
then, the items of laundry 10 are stored on an interim basis in a state in which they have
been separated according to type, until they are advanced to the inserting machine.

Figs. 1 and 2 shows an end region 11 of a rail 13 which is inclined slightly in the
transporting direction 12, forms a feed conveyor 14 and is a constituent part of the same.
An end 15 of the rail 13 is followed, essentially without any transition, but at an obtuse
angle, by the start 16 of a further rail 17. This rail 17 slopes upwards from the start 16 to
the opposite end 18. The end of the rail 17 is followed by a start of a further rail 20, which
may be a constituent part of a removal conveyor 21, which is inclined downwards in the
transporting direction 12. From the removal conveyor 21, the items of laundry 10 pass into
the store (not shown), to be precise they pass, in a state in which they have been
separated according to type, into a specific one of a number of preferably parallel storage
sections.

Identically designed clip carriages 22 can be displaced in or on the rails 13, 17 and 20.
Each clip carriage 22 has four wheels 23, wherein in each case two wheels 23 are
assigned to the ends of an axle. It is therefore the case that in each case two wheels 23
are distributed between two horizontal axles running parallel in a direction transverse to
the transporting direction 12. The running gear of the clip carriage 22 is thus designed in
the manner of a tandem axle. The wheels 23 on the axles of each clip carriage 22, said
axles being located one behind the other in the transporting direction 12, run either in the
rails 13, 17 and 20, these having an appropriate cross section, or outside the rails 13, 17,
20. Beneath the wheels 23, each clip carriage 22 has a clip 24 for accommodating a
corner 25 of an item of laundry 10. The clips 24 of the clip carriages 22 are located
outside, and beneath, the respective rail 13, 17 and 20. A corner 25 of an item of laundry
10 is fitted into the respective clip 24, preferably manually, at a loading station (not
shown), which may be located, for example, at the start of the rail 13.

As a result of the rails 13 and 20 being inclined downwards in the transporting direction
12, the clip carriages 22 with the items of laundry 10 hanging thereon run automatically, in
gravity-induced fashion, in the transporting direction 12 along the rails 13 and 20. The
upward slope of the rail 17 means that the clip carriages 22 with the items of laundry 10
hanging thereon are driven, to be precise preferably continuously, along said rail 17 in the
transporting direction 12. For this purpose, the rail 17 is assigned a so-called catch
conveyor 26. In the exemplary embodiment shown, the catch conveyor 26, which is a
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continuous conveyor, is arranged just beneath the rail 17 and runs parallel to the same,
albeit in a manner offset eccentrically in relation to the longitudinal direction of the rail 17.

The catch conveyor 26 has a circulating conveying line 27, possibly a belt, a chain, a
cable or a flat band, on which a plurality of catch-forming drivers 28 are arranged in a
fixed state at identical, regular intervals. The circulating conveying line 27 of the catch
conveyor 26 has one strand arranged beneath the rail 17, to be precise preferably at a
parallel distance alongside a vertical longitudinal centre plane through the rail 17. This
strand of the conveying line 27, which extends along the entire rail 17, gives rise to the
clip carriages 22 being advanced in an upwardly sloping manner along the rail 17 in the
transporting direction 12. The identically designed drivers 28 on the conveying line 27
project, to be precise in an approximately horizontally directed manner, to the same side
of that strand of the conveying line 27 which is assigned to the rail 17. The drivers 28 here
pass through the vertical longitudinal centre plane of the rail 17. As a result, the drivers 28
intersect the pathway taken by the clip carriages 22 along the upwardly sloping rail 17 and
thus push the clip carriages 22 in front of them along the upwardly sloping rail 17 in the
transporting direction 12. The conveying line 27 of the catch conveyor 26 is driven in
circulation by a geared motor 29 above the end 18 of the rail 17.

The end 15 of the rail 13 of the feed conveyor 14 and the start 16 of the following rail 17
follow one after the other in alignment in the transporting direction 12, in which case the
rail 13 is followed, essentially without any transition, by the rail 17 and the wheels 23 of
the clip carriages 22 can run out of the rail 13 into the rail 17. It is also conceivable,
however, to provide, between the end 15 of the rail 13 and the start 16 of the rail 17, a
transition piece which guides the wheels 23 of the clip carriages 22 at the transition from
the rail 13 to the rail 17.

A semi-circular deflection of the conveying line 27 between the idling strand, which is
spaced apart further from the rail 17, and the strand which advances the clip carriages 22
along the rail 17 is positioned in the region of the start 16 of the rail 17 such that there is
always an externally projecting driver 28 of the conveying line 27 engaging behind, in the
first instance, one, and subsequently, always two directly successive, in-contact clip
carriages 22 and pushing the latter in front of them in the upwardly sloping transporting
direction 12 along the rail 17. The drivers 28 here engage behind that part of the clip
carriage 22 which is located beneath the rail 17, to be precise the rear side of the
respective clip 24 just beneath the rail 17.

The end of the rail 13 is assigned a separating device 30. This is a kind of device for
separating the clip carriages 22, but one which is designed in a specific manner, that is to
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say for discharging either just a single clip carriage 22 or two successive clip carriages 22
from the rail 13. In other words, the separating device 30 is used for a specific way of
separating the clip carriages 22 which makes it possible for optionally just a single clip
carriage 22 or two directly successive clip carriages 22 to be engaged at the same time
and thus to be separated from the following clip carriages 22, which have run together in
the region of the end 15 of the rail 13. The clip carriages 22, which are separated
optionally individually or in pairs and discharged, are then introduced, by a driver 28, into
the rail 17 and pushed along the same by a respective driver 28.

In order for it to be possible for optionally a single clip carriage 22 or two clip carriages 22
at the same time to be separated and discharged by the separating device 30, the
separating device 30 is designed in a specific manner. For this purpose, the separating
device 30 has two parallel catches 31 and 32, which are located close up alongside one
another and can be pivoted about a common horizontal axis 33 in a respective one of two
parallel vertical planes extending in the transporting direction 12. The catches 31, 32 are
pivoted by an actuator 34, 35, for example a respective pneumatic cylinder, assigned to
the respective catches 31, 32. Figs. 1 and 2 show just a single, front catch 31 with the
associated actuator 34. The second catch 32 and the associated actuator 35 are located
approximately congruently behind the first. The catch 31, which is shown in Figs. 1 and 2,
is designed to separate, at the same time, two clip carriages 22 located one behind the
other, in contact with one another, in a transporting direction 12 and to discharge the
same from the end 15 of the rail 13 of the feed conveyor 14 and restrain the clip carriages
22 located behind. The rear catch 32 (not shown) is designed such that it frees only the
foremost clip carriage 22 for separating purposes and restrains the following, second clip
carriage.

In the region of the rail 17, to be precise approximately in a central region of the same, a
line-measuring device 36, which serves for measuring an individual item of laundry 10 in
each case, is arranged in a fixed state beneath the rail 17. The line-measuring device 36
is located vertically approximately alongside the vertical longitudinal centre plane
extending through the rail 17, to be precise such that items of laundry 10 hanging down
freely from the clip carriages 22 can run past the line-measuring device 36 individually at
the smallest possible distance therefrom, but without coming into contact with the same.
The line-measuring device 36 is of such a length that its lower end 37 is located at a lower
level than the lowermost location which would be expected for the largest possible item of
laundry 10.

The line-measuring device 36, in the present case, is formed from a multiplicity of sensors
38, which are arranged at uniform intervals along a vertical row. This vertical row extends
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in the longitudinal direction of the line-measuring device 36. Each of the identical sensors
38 may be one which determines optically, or even pneumatically, whether an item of
laundry 10 is passing through or covering its horizontal measuring axis, which runs
transversely to the transporting direction 12, or whether the item of laundry 10 is leaving it
uncovered, that is to say is not covering or passing through the measuring axis. This
makes it possible to measure at the same time, as the respective item of laundry 10 is
running past the line-measuring device 36, on the one hand, the sagging of an upper
edge 39 of the item of laundry 10, which is retained by the clip carriage 22 at adjacent
corners 25, and, on the other hand, the lowermost location 40 of the item of laundry 10
hanging down from the clip carriages 22.

In order to measure the sagging of the upper edge 39 of the item of laundry 10, the
greatest depth of a loop 41 formed in front of the sagging edge 39 is determined by virtue
of establishing the maximum value of the distance between the loop 41 in the upper edge
39 of the item of laundry 10, said upper edge hanging down from the clip carriages 22,
and the upper end of the line-measuring device 36. The lowermost location 40 or
lowermost corner is determined in precisely the same way, by measuring the greatest
distance between the lower edge 42 of the item of laundry 10 and the upper end of the
line-measuring device 36 as said item of laundry 10 is transported past the line-measuring
device 36.

The method according to the invention will be explained in more detail hereinbelow with
reference to the apparatus described above:

At at least one loading station (not shown), the items of laundry 10 have opposite corners
25 of the upper edge 39 or the upper periphery fitted into clips 24 of successive clip
carriages 22. The clip carriages 22 with the items of laundry 10 hanging thereon are
conveyed automatically, under gravitational force, in the transporting direction 12 along
the inclined rail 13 to the end 15 of the same. Here, the clip carriages 22 with the items of
laundry 10 hanging thereon collect upstream of the separating device 30.

By means of the separating device 30, the clip carriages 22 with the items of laundry 10
hanging thereon are discharged specifically individually or in pairs from the rail 13 and
transferred from the end 15 of the rail 13 to the start 16 of the rail 17. The separating
device 30 is designed such that it separates optionally just a single clip carriage 22 or a
pair of two clip carriages 22 which follow immediately one after the other in contact with
one another. The operation of discharging just a single clip carriage 22 or a pair of two
clip carriages 22 is carried out by the separating device 30 by virtue of the one catch 31 or
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of the other catch 32 being optionally actuated by the associated actuator 34 or 35,
respectively.

In specific terms, the procedure is such that the clip carriage 22 which is leading in the
transporting direction 12, and retains the first corner 25 of the first item of laundry 10 is
discharged individually by the correspondingly controlled separating device 30 and
displaced along the rail 17 by a driver 28 of the catch conveyor 26. All the other clip
carriages 22 are discharged in pairs by the separating device 30, to be precise the clip
carriage 22 which retains that corner 25 of a front item of laundry 10 which is trailing in the
transporting direction 12 and the clip carriage 22 located immediately behind this,
retaining that corner 25 of the next item of laundry 10 which is leading in the transporting
direction 12. Following the initial operation of discharging just a single clip carriage 22,
there are always two clip carriages 22 discharged in pairs at the same time until the final
item of laundry 10 has been reached. Here, the clip carriage 22 retaining the rearmost
corner 25 is discharged individually again.

The uniform, unaltered distance between the drivers 28 on the conveying line 27 of the
catch conveyor 26 means that the two corners 25 of the upper edge 39 of each item of
laundry 10, said upper edge sagging in a loop 41, are spaced apart by a defined,
unalterable identical distance. As a result, the items of laundry 10 are transported past the
line-measuring device 36 always with a fixed, identical distance between the corners 25 of
the upper edge 39 along the rail 17. This operation takes place preferably continuously, in
which case the measuring operation is carried out in uninterrupted fashion as a respective
individual item of laundry 10 is transported past the line-measuring device 36.

While an individual item of laundry 10 hanging on two clip carriages 22 by opposite
corners 25 is moved past the line-measuring device 36, the latter determines the
lowermost location of the lower edge 42 of the item of laundry 10 hanging down from the
clip carriages 22 and the lowermost location of the loop 41 of the upper edge 39 of the
item of laundry 10. The clip carriages 22 retaining the two corners 25 of the upper edge
39 of the item of laundry 10 here are spaced apart by an unalterable distance, which is
also the same for all the clip carriages 22 retaining other items of laundry 10. The
measuring operations take place such that, as an item of laundry 10 is moved past the
line-measuring device 36, the latter continuously determines the hanging-down lower
edge 42 and the upper edge 39 in a region of the loop 41 in respect of the distance
thereof from the upper end of the line-measuring device 36. A comparison of successive
measured values for the upper edge 39 and the lower edge 42 of the respective item of
laundry 10 makes it possible to determine the maximum distances of the upper edge 39
and of the lower edge 42 from the upper end of the line-measuring device 36. These
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maximum distances each give a measured value for the lowermost location of the loop 41
and for the lowermost location 40 of the lower edge 42 of the item of laundry 10. These
measured values are preferably processed, and/or evaluated, in a computer or a control
means for diverters of the individual storage sections of the store for the purpose of
sorting the items of laundry 10.

The measured value for the lowermost location of the loop 41 of the upper edge 39, on
the one hand, and that for the lowermost location 40 of the lower edge 42, on the other
hand, are used, by way of forming a quotient, to form a ratio which makes it possible to
draw conclusions as to the length/width ratio of the item of laundry 10 measured in each
case at the line-measuring device 36. This ratio, or length/width ratio, can be used to
identify the respective item of laundry 10, in particular by type, for example as to whether
the item of laundry 10 measured is a bed sheet, a bed cover, a pillow case or a tablecloth.

The (length/width) ratios are stored in the computer or the control means as reference
values for each different item of laundry 10, in which case, by comparing the measured
(length/width) ratios or ratio values with the reference values stored, the control means or
the computer can establish which type of item of laundry is currently being processed.
Accordingly, it is then possible for the items of laundry 10 of the respective type, for
example bed covers, to be stored in a state in which they have been sorted according to
type in the same storage section of the store. The items of laundry 10 can then be fed in a
sorted state from the respective storage section to the treatment apparatus, for example
to an inserting machine upstream of a mangle.

* k * k %
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PATENTKRAV

1. Fremgangsmade til at male vasketgjstykker (10), hvor vasketgjstykkerne (10) en-
keltvist med en kants (39) modsatte hjgrner (25) haenger 1 transportable klemmestel
(22) langs en skinne (17) og transporteres forbi et maleinstrument, kendetegnet ved,
at maleinstrumentet maler nedhengningen af den fortrinsvis gvre kant (39) af vaske-
tgjstykket (10), som fastholdes i klemmestellene (22) ved tilstgdende hjgrner (25), og
et nederste omrade (40) af vasketgjstykket, der haenger ned fra klemmestellene (22),
hvor vasketgjstykkerne (10) transporteres forbi maleinstrumentet med en defineret,
konstant afstand mellem klemmestellene (22), som fastholder tilstgdende hjgrner (25)
af periferien eller kanten (39) af et identisk vasketgjstykke (10).

2. Fremgangsmade ifglge krav 1, kendetegnet ved, at maleinstrumentet samtidigt
maler nedh@ngningen, iser dybden af nedhangningen, af det respektive vasketgjstyk-
kes (10) gvre kant (39) og det nederste omrade, is@r af den nedre kant (42) af det

samme vasketgjstykke (10).

3. Fremgangsmade ifglge krav 1 eller 2, kendetegnet ved, at den malte verdi for
nedhangningen af vasketgjstykkets (10) gvre kant (39) og den malte verdi for vaske-
tgjstykkets (10) nederste omrade (40) af den nedre kant (42) er anbragt i forhold til
hinanden, og det deraf fglgende forhold anvendes til at fastsla typen af vasketgjstykke
(10) og/eller identificere vasketgjstykket (10).

4. Fremgangsmade ifglge et af de foregaende krav, kendetegnet ved, at de enkelte
vasketgjstykker (10) transporteres forbi maleinstrumentet med en defineret, identisk
afstand mellem klemmestellene (22) og de modsatte hjgrner (25) af den gvre kant

(39), som fastholdes af nevnte klemmestel (22).

5. Fremgangsmade ifglge et af de foregaende krav, kendetegnet ved, at det anvendte
maleinstrument er et linje-maleinstrument (36) med fortrinsvis en reekke, som udggres

af et flertal af sensorer (38), som er placeret pa mindst en lige, is@r vertikal, linje.

6. Fremgangsmade ifglge et af de foregaende krav, kendetegnet ved, at for at trans-

portere vasketgjsstykkerne til en behandlingsindretning, forskydes klemmestellene
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(22) langs skinnen (17) af medbringere (28), der bevaeges pa langs af skinnerne (17),
hvor klemmestellene (22) stilles til disposition for medbringerne (28) i starten af skin-
nen (17) af en opdelingsindretning (30) og hvor tilstgdende klemmestel (22) af pa
hinanden fglgende vasketgjstykker (1) parvis stilles til disposition for altid en med-

bringer (28) af opdelingsindretningen (30).

7. Fremgangsmade ifglge et af de foregdaende krav, kendetegnet ved, at pa hinanden
fplgende klemmestel (22), som holder tilstgdende hjgrner (25) af to pa hinanden fgl-
gende vasketgjstykker (10), transporteres videre, den ene efter den anden, sammen
langs skinnen (17) ved hjelp af en medbringer (28), fortrinsvis 1 retningen mod den

skratlgbende skinnes (17) opadgaende haeldning.

8. Fremgangsmade ifglge et af de foregaende krav, kendetegnet ved, at klemmestel-
lene (22), som holder tilstgdende hjgrner (25) af kanten (39) pa det respektive vaske-
tgjstykke (10), transporteres videre langs skinnen (17) af to pa hinanden fglgende og
adskilte medbringere (28).
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