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Description

[0001] The present invention relates to a pneumatic
splicer unit for textile machines, in particular for winding
machines.

[0002] Textile machinessuch aswindingmachinesare
known as being provided with numerous work stations
in each of which splicer devices are installed to restore
the continuity of the yarn.

[0003] In fact, the continuity of the yarn during unwind-
ing from the feeding bobbin and winding onto the package
can be interrupted as desired, for example ordering a cut
of the yarn to eliminate a defect, or on account of a spon-
taneous rupture of said yarn.

[0004] Another interruption in the continuity of the
winding occurs when the feeding bobbing is exhausted.
[0005] Devices of a mechanical type, known as knot-
ting mechanisms were used as yarn-joiners in the past.
[0006] Today however these mechanical yarn-joiners
have beenreplaced by yarn joiners of the pneumatic type,
the present invention also falling within such category.
[0007] These appliances, commonly known as "splic-
ers" are defined as pneumatic account of the fact that
the joining of the ends of yarn to connect and join is per-
formed without knotting by means of a special jet of air
inside a splicing chamber which said ends to be joined
are previously inserted.

[0008] Splicers of this type are widely known of in the
prior art and are described for example in the patent
US6170247 as well as in many other patent and non
-patent documents.

[0009] The known method of the pneumatic splicers
provides that the two yarns to be joined, coming in op-
posite directions from the feeding bobbing and the pack-
age, are first captured and manipulated by the packaging
head, and then inserted in the splicer where, before the
actual joining thereof, they are shortened to size at their
respective opposite ends, forming tails.

[0010] These tails are first prepared eliminating the
twist and making the fibres parallel, and then retracted
so as to have the desired length of reciprocal overlap.
[0011] Only at this point are they finally joined in the
splicing chamber by means of a jet of pressurized fluid.
[0012] More specifically, the ends of the yarn, guided
by specific feeders not shown here and belonging to the
prior art, are inserted in the splicer so that such free ends
are arranged on opposite sides of the splicing chamber
and each on the opposite side to its respective feeding
bobbin or package.

[0013] In other words, the package yarn end comes to
find itself under the splicing chamber and the feeding
bobbing yarn end over the splicing chamber.

[0014] In such position the two yarns are clamped at
a point so that the two free ends lie at a preparation noz-
zle.

[0015] The terminal part of the end, called the yarn tail,
is then cut before being captured and transported inside
the preparation device where air at a high flow rate and
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speed removes the twist at the cut end and makes the
fibres parallel. Such solution is known by US4505097 A.
[0016] This way a tail with open fibres suitable for sub-
sequent joining is obtained.

[0017] It is known today that improved preparation of
the tail corresponds to an improved join.

[0018] The yarn tails thus prepared are then retracted
by a known tail retraction device, so as to regulate the
length inside the splicing chamber, and lastly transported
inside the splicing chamber where a jet of fluid produces,
by vorticity and flailing, a weaving of the fibres and gen-
erates the pneumatic join desired.

[0019] Depending on the type of splicer, the splicing
chamber may be used as is or may also be closed with
a cover.

[0020] Lastly, the splicer repositions itself at the start-
ing point releasing the join made to the feeding bobbin
head.

[0021] The pneumatic splicers described above thus
contain the splicing chambers which the yarns to be
joined are inserted in, the organs for clamping and cutting
the tails, the organs for preparing the tails before being
joined, organs for closing the covers of the chambers
when present, organs for adjusting the length of the tails,
organs for adjusting the jets of air in the preparation de-
vices, organs for adjusting the jets of air in the splicing
chamber, and release organs of the joined yarn.

[0022] The sequence of the operating steps, in brief,
provides for:

1. intercepting and inserting the feeding bobbin yarn
and the package yarn in the splicing chamber, an
operation performed entirely by the feeding bobbin
head by means of the mouths and feeders or in other
cases assisted by specific feeders of the splicer;

. closing the chamber cover (where present);

. clamping and cutting the tails;

. pneumatic preparation of the tails;

. retracting the tails;

. blowing in the splicing chamber;

. releasing the yarn and returning the device to the
start position.

NOoO gk~ WN

[0023] Itis to be noted that to achieve good joins it is
important that the tails, at the moment of their presenta-
tion before the preparation devices, are the same length
so that once inserted therein and subjected to the strong
flow of air they are prepared optimally in a repeatable
and even manner.

[0024] To such purpose a control function of the tail is
used at the moment of cutting, which is not described
inasmuch as normal and which takes place between step
3 and step 4.

[0025] In fact, in the absence of such function, after
cutting the tail would tend to position itself inadequately
for its subsequent preparation, on account of the nature
of the yarn, of its liveliness, or the fact that the yarn may
contain an elastomer; for example in yarns having an S



3 EP 2 722 299 B1 4

or Z twist the cut tail may in the first case move in one
direction, in the second in the opposite direction and in
the case of yarns having an elastomer core inside them
added to this effect is the uncontrolled elastic shortening
effect.

[0026] Preparation of the tails is conducted by setting
a blowing time of the preparation devices, normally last-
ing 50 to 500 thousandths of a second; the initial part of
such time is used to capture the tail, the remaining part
of the time to prepare said tail, for de-twisting and making
the fibres parallel. It is clearly important for the time spent
capturing the tail to be, not only as short as possible, but
also even and homogeneous between the two prepara-
tion devices, and to achieve this the tail must always
present in the same manner before the preparation de-
vice so as to make the capturing time limited, even and
homogeneous.

[0027] The presence of the tail control function in fact
prevents the tail, once cut, from positioning itself inade-
quately in front of the preparation device, with the risk of
determining irregular capturing and an imperfect prepa-
ration thereof, which then results in an imperfect join or
even in a joining error.

[0028] The various devices available on the market
achieve this function in terms of construction, differing
only by slight variations.

[0029] This may in fact be achieved with pressurized
or suction air or mechanically by providing labyrinths.
[0030] The pneumatic function is generally provided
by the preparation devices, which in a first step are pow-
ered at a lower flow rate; this flow of air at a low rate is
used to control the tail before cutting, making it assume
a definite position so that as soon as cut it presents itself
adequately to the preparation device.

[0031] The flow rate must be low so as not to risk cre-
ating random lengthening of the section of yarn between
the splicing chamber and the cutting organs, which would
cause unevenness of preparation between the tails.
[0032] When the preparation device is then powered
at a high flow rate, the tail already present before it is
captured and transported therein by the strong flow of air
generated; once inserted, the flow of air de-twists the end
and makes the fibres parallel.

[0033] The low pressure pneumatic jet for the control
of the tail, called pre-blowing by some, thus provides a
control method of the tails commonly used in that it ex-
ploits the preparation organs already presentin the splic-
ers, powering them with a low flow rate.

[0034] The efficiency thereof is however related to the
type of yarn to be treated.

[0035] Moreover, in the splicers in which the flow of air
is supplied by solenoid valves and which normally func-
tion open or closed, the additional difficulty is precisely
that of achieving a lower flow rate.

[0036] Mechanical labyrinths are simple to make but
have the disadvantage of not being equally effective as
the gauge and twist of the yarn varies. To overcome this
drawback they could be regulated or changed depending
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on the yarn but this would entail overly expensive oper-
ating costs.

[0037] The problem to resolve is therefore in general
that of providing an alternative control of the tail between
cutting and preparation where such control is in addition
more secure than that achievable using a pneumatic or
mechanical labyrinth method as described above.
[0038] It will be evident how the solution proposed is
particularly simple, economical and particularly function-
al.

[0039] These purposesaccordingtothe presentinven-
tion are achieved by making a pneumatic splicer as dis-
closed in claim 1.

[0040] The processing steps will then be specified in
the more general embodiment in claim 6.

[0041] Further characteristics of the invention are
shown in the dependent claims.

[0042] The characteristics and advantages of a pneu-
matic splicer according to the present invention will be
more clearly evident from the description below, made
by way of a non-limiting example with reference to the
appended schematic drawings.

[0043] In extreme synthesis the solution proposed by
the present invention consists of treating the tail as soon
as cut for a brief period specifically at the point of the cut
to then release it so that it is immediately caught and
prepared by the preparation device.

[0044] In other words after cutting, the two ends of the
yarn are constrained in two points upstream and down-
stream of the splicing chamber.

[0045] To such purpose, on one side of the chamber
normal clamps are used while on the opposite side
means able to retain the freshly cut tails to better guide
their advancement towards the preparation device have
been inserted in the pneumatic splicer.

[0046] In particular a scissor has been introduced con-
figured so as not just to cut but also to retain the freshly
cuttail so thatitis notfree to move and thereby not subject
to uncontrolled movements caused by the type, liveliness
ad twist of the yarn.

[0047] Advantageously thisfurther ability of the scissor
is independent of the type of tail cut, its gauge, type,
liveliness, twist, addition of elastomer and always releas-
es it only at the right moment.

[0048] The right moment is when the preparation de-
vices are already at full rate and thus the capturing and
transport of the tail inside the preparation device is per-
formed with maximum efficiency.

[0049] According to the example shown in the figures,
the scissor with tail retention function comprises a mobile
blade, a fixed blade and a contrast organ.

[0050] In particular, such three elements are arranged
in relation to each other so that during cutting they are
pressed together by an elastic force, for example exerted
on the fixed blade or on the contrast organ.

[0051] This way, the mobile blade, entering between
the contrast organ and the fixed blade is pressed slightly
so that the yarn is cut as the mobile blade continues its
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stroke and at least partially elastically trapped between
the non-cutting side of the mobile blade and the contrast
organ.

[0052] As the blade retracts the tail is then released,
the aforementioned pressing force being removed.
[0053] The process described above is schematically
shown in figures 1 to 6 which show the new operating
sequence provided for by the splicer according to the
present invention.

1. interception and insertion of the feeding bobbing
yarn and package yarn in the splicer;

2. closing of the chamber cover (optional);

3. clamping of the yarns, retention and cutting of the
tail, innovatively the tail is not left free;

4. powering of the preparation devices at full rate;
5. opening of the scissor and consequent release of
the tail;

6. immediate insertion of the tail in the preparation
device and processing thereof ;

7. retraction of the tails;

8. blowing in the chamber;

9. release of the yarn and return to the start position.

[0054] With reference to figures 1 to 9 and to the ref-
erence numerals indicated therein, the functioning of the
splicer according to the present invention is extremely
simple to understand.

[0055] Figure 1 shows the arrangement of the package
yarn 1 and the feeding bobbin yarn 2 just introduced into
the splicer.

[0056] The package yarn 1 is manipulated from above
and brought downwards beyond the splicing chamber.
[0057] Conversely, the feeding bobbing yarn 2 is ma-
nipulated upwards beyond the splicing chamber.

[0058] The drawings also show the splicing chamber
3, the preparation devices 4 and 5, with relative prepa-
ration tubes 4’ and 5’ and the nozzles for the jet of fluid
4"and 5”.

[0059] Theclamp 6 ofthe package yarn 1 is alsoshown
with the mobile lever 6" and the block 6", and the clamp
7 of the feeding bobbin yarn 2 with the mobile lever 7’
and block 7”.

[0060] Lastly the innovative scissor 9 of the package
yarn 1 fitted with the relative mobile blade 9, contrast
organ 9" and fixed blade 9", is shown.

[0061] Similarly, the scissor 8 of the feeding bobbing
yarn 2 is fitted with the relative mobile blade 8’, contrast
organ 8" and fixed blade 8.

[0062] In figure 1 all the splicer elements are shown in
the rest position and are not operated.

[0063] Figure 2 shows the arrangement of the yarn 1
and 2 just after the clamping operation by the correspond-
ing clamps 6 and 7. The clamping of the yarns 1 and 2
is performed by closing the mobile levers 6’ and 7’ against
the fixed blocks 6" and 7".

[0064] Figure 3 shows the arrangement of the clamped
yarns when the tail cutting and retention step begins. The
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package yarn 1 is clamped by the clamp 6 on the upper
side and on the lower side is retained between the mobile
blade 9’ of the scissor 9 which partially straddles the con-
trast organ 9" imprisoning the end 1’ of the yarn 1.
[0065] Similarly, the feeding bobbing yarn 2 is clamped
by the clamp 7 on the lower side and on the upper side
is retained between the mobile blade 8’ of the scissor 8
which partially straddles the contrast organ 8" imprison-
ing the end 2’ of the yarn 2.

[0066] Figure 4 shows the subsequent step in which
the scissors 8 and 9 have completed their stroke. The
mobile blades 9’ and 8’ overlap the fixed blades 9" and
8" cutting the yarns just after the retention sections 1’
and 2’ The section of yarn 1’ and 2’ remain retained re-
spectively between the mobile blades 9’ and 8’ and the
contrast organs 9" and 8".

[0067] The sections of yarn 1" and 2" cut by the scis-
sors 9 and 8 are removed by suction nozzles in them-
selves known and not shown here.

[0068] Two tails are thus formed 1™ and 2", comprised
between the retention sections 1’ and 2’ and the splicing
chamber 3.

[0069] Figure 5 show the arrangement of the yarns as
soon as the preparation devices are fed with the high
flow rate of fluid. The nozzles 4" and 5" of the preparation
devices 4 and 5 emit two jets of high pressure fluid which
enter the preparation tubes 4’ and 5’.

[0070] The preparation means 4,5 comprise prepara-
tion tubes 4,5’ fluidically connected with preparation noz-
zles 4",5", wherein the nozzles 4",5" emit jets of fluid
which enter the preparation tubes 4°,5’.

[0071] The tails 1™ and 2™ thus come to face the en-
trance of the respective tubes 4’ and 5’ so as to position
themselves adequately for their subsequent capture by
the tube 4’ and 5’ at the moment of release of the point
1" and 2’ retained between the blades 9’ and 8’ and the
respective contrast organs 9™ and 8.

[0072] In particular, a portion of yarn comprised be-
tween the tail 1",2" and the splicing chamber 3 crosses
the preparation means 4,5 in order to be directly influ-
enced by the jets of the preparation nozzles 4",5".
[0073] The portion of yarn crossing the preparation
means 4,5 is comprised between the preparation nozzle
4" 5" and the preparation tubes 4',5’, so as to being di-
rectly influenced by the flow of the preparation nozzle
4" 5" and forced to enter into said preparation tube 4’,5’
under the thrust of said flow, before releasing the tails
2",

[0074] According to an embodiment, the preparation
nozzles 4",5" are aligned with an inlet port 4,5 of the
preparation tubes 4’,5’, in order to directly send the jets
of fluid into the preparation tubes 4’,5’ and directly force
the yarn to enter said preparation tubes 4’,5’.

[0075] According to an embodiment, the preparation
tube 4’5’ has a prevalent transversal direction Y-Y which
is parallel to the main direction of the jets generated by
said preparation nozzles 4",5".

[0076] Figure 6 shows the arrangement of the yarns
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1" and 2" just after their release by the mobile blades 9’
and 8’ which move backwards releasing the points pre-
viously retained 1’ and 2'.

[0077] The tails 1" and 2" are shown by a continuous
line, letter a, an instant before their release, and by a
dotted line, letter b, the same tails 1™ and 2" are shown
inserted in the preparation tubes 4’ and 5’ subject to the
flow of fluid used for their preparation.

[0078] Figure 7 show the tails 1" and 2™ with respec-
tive ends 1™ and 2"" prepared by the preparation devices
4 and 5 without twist and with the fibres parallel, once
withdrawn towards the splicing chamber 3 by the desired
length.

[0079] Twomobilelevers10and 11 are used to distend
the yarns 1 and 2 deviating their path in a known manner,
so that the respective tails 1" and 2" return by a prede-
termined length towards the splicing chamber 3.

[0080] Figure 8 shows the tails 1™ and 2™ after their
encompassing in the join 12 of the yarns 1 and 2 which
is achieved by injecting pressurized fluid into the splicing
chamber 3, using the known method.

[0081] Figure 9 shows the laststep, in which the mobile
levers 6’ and 7’ free the two sections of yarn 1 and 2 now
joined by the join 12 from the blocks 6" and 7" of the
clamps 6 and 7.

[0082] The splicerisonce again in the rest position and
the joined yarn can be extracted to resume the winding
operation.

[0083] Itis thus evident how the pneumatic splicer ac-
cording to the present invention achieves the purposes
highlighted above.

[0084] In fact, the pneumatic splicer according to the
present invention represents an alternative solution to
the known splicers relative to the problem of controlling
the freshly cut tails as the type of yarn varies.

Claims

1. Pneumatic splicer of the type comprising a splicing
chamber (3) supplied from opposite sides with two
tails (1",2") to be joined, for each of said tails (1™,2")
there being provided, arranged in a specular manner
in relation to said splicing chamber (3), clamping
means (6,7) of the tails positioned at one side of said
splicing chamber (3) as well as preparation means
(4,5) and cutting means (8,9) positioned on the other
side of said splicing chamber (3), wherein the pneu-
matic splicer comprises for each tail (1",2"), means
of selective retention and release (8',8",8",9°,9",9")
thereof positioned on the same side as said cutting
means (8,9) in relation to the splicing chamber (3),
characterized in that said means of selective re-
tention and release (8',8",8",9',9",9")of the tail are
configured so as to co-operate with said cutting
means (8,9) so as to begin to retain said tail (1",2")
before cutting and to release it after starting the dis-
pensing of pressurized air in the preparation tubes
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(4,4',5,5") of the tail (1",2"), wherein said cutting
means (8,9) comprise a mobile blade (8',9’) and a
fixed blade (8",9"), said selective retention and re-
lease means of the tail comprise a contrast (8",9"),
said blades (8',8",9’,9") and said contrast (8"™,9")
being positioned in relation to each other so that said
mobile blade (8,9’) slides between said fixed blade
(8",9") and said contrast (8",9") and that the reten-
tion of the tail (1"",2") begins during the advance-
ment of said mobile blade (8',9’) before cutting and
that the release begins after starting the dispensing
of pressurized air in the preparation tubes (4,4°,5,5’)
of the tail (1",2"),

wherein the fixed blade (8",9") is sprung and said
contrast (8",9") is fixed in a position such as to press
the yarn against the advancing mobile blade (8,9’).

Splicer according to claim 1, wherein, the prepara-
tion means (4,5) comprise preparation tubes (4’,5’)
fluidically connected with preparation nozzles
(4",5"), the nozzles (4",5") emitting jets of fluid which
enter the preparation tubes (4’,5’), wherein a portion
of yarn comprised between the tail (1",2") and the
splicing chamber (3) crosses the preparation means
(4,5) in order to be directly influenced by the jets of
the preparation nozzles (4", 5").

Splicer according to claim 2, wherein the portion of
yarn crossing the preparation means (4,5) is com-
prised between the preparation nozzle (4",5") and
the preparation tubes (4°,5’), so as to being directly
influenced by the flow of the preparation nozzle
(4",5") and forced to enter into said preparation tube
(4’,5’) under the thrust of said flow, before releasing
the tails (1",2").

Splicer according to claim 2 or 3, wherein the prep-
aration nozzles (4",5") are aligned with an inlet port
of the preparation tubes (4°,5), in order to directly
send the jets of fluid into the preparation tubes (4’,5’)
and directly force the yarn to enter said preparation
tubes (4°,5).

Splicer according to claim 2, 3 or 4, wherein the prep-
aration tube (4’,5’) has a prevalent transversal direc-
tion (Y-Y) which is parallel to the main direction of
the jets generated by said preparation nozzles
(4",5").

Method of joining yarn tails (1",2") by means of a
pneumatic splicer according to claim 1, the method
comprising the following manipulation steps of the
tails (1",2") :

a) intercepting and inserting said tails in a splic-
ing chamber (3) so that they at least partially go
beyond it;

b) clamping said yarns on the side opposite said



9 EP 2 722 299 B1 10

tails (1"™,2") in relation to the said splicing cham-
ber (3),

c) cutting the tails (1",2") ;

d) preparing the tails (1",2") ;

e) inserting the tails (1",2") in splicing chamber
3);

f) freeing the clamps;

characterized by the fact of also comprising the step
of retaining said tails (1",2"™) at the cutting zone,
wherein the step of preparing the tails comprises the
step ofdispensing pressurized airin tubes positioned
between said splicing chamber (3) and said cutting
zone, said step of dispensing pressurized air starting
before the release of said tails (1",2"),

wherein said step of retaining said tails at the cutting
zone starts before and terminates after cutting of the
tail,

wherein said step of retaining said tails at the cutting
zone is performed by elastically pressing the tails
against the cutting organs.

Patentanspriiche

1.

Pneumatische Spleil3-Vorrichtung der Art umfas-
send eine SpleilR-Kammer (3), welche von gegenu-
berliegenden Seiten mit zwei zu verbindenden En-
den (1", 2") versorgt wird, wobei firr jedes der Enden
(1™, 2"™), angeordnet in einer gespiegelten Art in Be-
zug auf die Spleil’-Kammer (3), vorgesehen sind: an
einer Seite der SpleiR-Kammer (3) positionierte
Klemmmittel (6, 7) der Enden, sowie, positioniert an
der anderen Seite der Splei-Kammer (3), Vorberei-
tungsmittel (4, 5) und Schneidemittel (8, 9), wobei
die pneumatische Spleif3-Vorrichtung fir jedes Ende
(1", 2") Mittel eines selektiven Haltens und Freige-
bens (8, 8", 8", 9, 9", 9") davon umfasst, welche
an derselben Seite wie die Schneidemittel (8, 9) in
Bezug auf die Spleil-Klammer (3) positioniert sind,
dadurch gekennzeichnet, dass die Mittel eines se-
lektiven Haltens und Freigebens (8, 8", 8", 9, 9",
9™) des Endes dafir eingerichtet sind, um mit den
Schneidemitteln (8, 9) zusammenzuwirken, um zu
beginnen das Ende (1'", 2") vor einem Schneiden
zu halten, und um es freizugeben nach einem Star-
ten der Abgabe von unter Druck stehender Luft in
die Vorbereitungsrohre (4, 4’, 5, 5’) des Endes (1",
2"), wobei die Schneidemittel (8, 9) eine bewegliche
Klinge (8, 9') und eine festgelegte Klinge (8", 9")
umfassen, wobei die Mittel eines selektiven Haltens
und Freigebens des Endes ein Gegenelement (8",
9™) umfassen, wobei die Klingen (8’, 8", 9’, 9") und
das Gegenelement (8", 9™) in Relation zueinander
so positioniert sind, dass die bewegliche Klinge (8’,
9’) zwischen der festgelegten Klinge (8", 9") und dem
Gegenelement (8", 9") gleitet, und dass das Halten
des Endes (1", 2") wahrend des Vorriickens der be-
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weglichen Klinge (8', 9°) vor einem Schneiden be-
ginnt, und dass das Freigeben nach einem Starten
der Abgabe von unter Druck stehender Luft in die
Vorbereitungsrohre (4, 4’, 5, 5’) des Endes (1", 2")
beginnt,

wobei die festgelegte Klinge (8", 9") gefedert ist und
das Gegenelement (8", 9") festgelegt ist in einer
Position, um den Faden gegen die vorriickende be-
wegliche Klinge (8’, 9’) zu driicken.

Splei-Vorrichtung nach Anspruch 1, wobei die Vor-
bereitungsmittel (4, 5) mit Vorbereitungsdisen (4",
5") fluidtechnisch verbundene Vorbereitungsrohre
(4’,5")umfassen, wobeidie Disen (4",5") Fluidstrah-
len emittieren, welche in die Vorbereitungsrohre (4’,
5’) eintreten, wobei ein zwischen dem Ende (1", 2")
und der SpleiR-Kammer (3) enthaltener Abschnitt ei-
nes Fadens die Vorbereitungsmittel (4, 5) kreuzt, um
direkt durch die Strahlen der Vorbereitungsdiisen
(4", 5") beeinflusst zu sein.

Splei-Vorrichtung nach Anspruch 2, wobei der die
Vorbereitungsmittel (4, 5) kreuzende Abschnitteines
Fadens zwischen der Vorbereitungsdise (4", 5")
und den Vorbereitungsrohren (4’, 5’) enthalten ist,
um direkt durch die Strémung der Vorbereitungsdii-
se (4", 5") beeinflusst zu sein und um gezwungen
zu sein, in das Vorbereitungsrohr (4’, 5’) unter dem
Schub der Strdmung einzutreten, bevor die Enden
(1", 2"™) freigegeben werden.

Splei-Vorrichtung nach Anspruch 2 oder 3, wobei
die Vorbereitungsduisen (4", 5") ausgerichtet sind mit
einem Einlassanschluss der Vorbereitungsrohre (4’,
5’), um die Fluidstrahlen in die Vorbereitungsrohre
(4, 5) direkt zu schicken und um den Faden direkt
zu zwingen, in die Vorbereitungsrohre (4’, 5’) einzu-
treten.

Splei-Vorrichtung nach Anspruch 2, 3 oder 4, wobei
das Vorbereitungsrohr (4’, 5’) eine vorwiegende
Transversalrichtung (Y- Y) aufweist, welche parallel
zu der Hauptrichtung der durch die Vorbereitungs-
disen (4", 5") erzeugten Strahlen ist.

Verfahren eines Verbindendens von Fadenenden
(1", 2") mittels einer pneumatischen Splei-Vorrich-
tung nach Anspruch 1, wobei das Verfahren die fol-
genden Manipulationsschritte der Enden (1", 2")
umfasst:

a) Fangen und Einfligen der Enden in eine
SpleiR-Kammer (3), sodass sie mindestens teil-
weise Uber sie hinausgehen;

b) Klemmen der Faden an der Seite gegeniiber
den Enden (1", 2") in Bezug auf die Splei3-
Kammer (3),

c) Schneiden der Enden (1", 2");
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d) Vorbereiten der Enden (1", 2");

e) Einfuigen der Enden (1", 2") in eine Spleil-
Kammer (3) ;

f) Lésen der Klemmen;

gekennzeichnet durch die Tatsache eines weite-
ren Umfassens des Schritts eines Haltens der Enden
(1™, 2™) an der Schneide-Zone, wobei der Schritt
eines Vorbereitens der Enden den Schritt einer Ab-
gabe von unter Druck stehender Luft in Rohre um-
fasst, welche zwischen der Spleil-Kammer (3) und
der Schneide-Zone positioniert sind, wobei der
Schritt einer Abgabe von unter Druck stehender Luft
vor dem Freigeben der Enden (1", 2") startet,
wobei der Schritt eines Haltens der Enden an der
Schneide-Zone vor einem Schneiden der Enden
startet und nach einem Schneiden der Enden endet,
wobei der Schritt eines Haltens der Enden an der
Schneide-Zone ausgeflihrt wird durch elastisches
Pressen der Enden gegen die Schneide-Organe.

Revendications

Episseur pneumatique du type comprenant une
chambre d’épissure (3) alimentée par des cbtés op-
posés avec deux queues (1", 2™) a lier, étant prévus
pour chacune desdites queues (1", 2"), agencés
d’une maniére spéculaire par rapport a ladite cham-
bre d’épissure (3), des moyens de serrage (6, 7) des
queues positionnés au niveau d’'un cété de ladite
chambre d’épissure (3) ainsi que des moyens de pré-
paration (4, 5) et des moyens de découpe (8, 9) po-
sitionnés sur I'autre c6té de ladite chambre d’épis-
sure (3), dans lequel I'épisseur pneumatique com-
prend, pour chaque queue (1", 2"), des moyens de
retenue et de libération sélectives (8, 8", 8", 9’, 9",
9™) de celle-ci positionnés sur le méme coté que
lesdits moyens de découpe (8, 9) par rapport a la
chambre d’épissure (3),

caractérisé en ce que lesdits moyens de retenue
et de libération sélectives (8, 8", 8", 9", 9",9") de la
queue sont configurés de maniére a coopérer avec
lesdits moyens de découpe (8, 9) de fagon a com-
mencer a retenir ladite queue (1", 2") avant la dé-
coupe et a la libérer apres le démarrage de la distri-
bution d’air comprimé dans les tubes de préparation
(4,4,5,5) de la queue (1", 2"), lesdits moyens de
découpe (8, 9) comprenant une lame mobile (8’, 9’)
et une lame fixe (8", 9"), lesdits moyens de retenue
et de libération sélectives de la queue comprenant
un élément déviant (8", 9"), lesdites lames (8’, 8",
9’, 9") et ledit élément déviant (8", 9") étant posi-
tionnés les uns par rapport aux autres de telle sorte
que ladite lame mobile (8’, 9’) coulisse entre ladite
lame fixe (8", 9") et ledit élément déviant (8", 9") et
que la retenue de la queue (1", 2"’) commence du-
rant'avancement de ladite lame mobile (8’, 9’) avant
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la découpe et que la libération commence aprés le
démarrage de la distribution d’air comprimé dans les
tubes de préparation (4,4’,5,5’) delaqueue (1",2"),
dans lequel la lame fixe (8", 9") est a ressort et ledit
élément déviant (8", 9") est fixé dans une position
de maniére a presser le fil contre la lame mobile qui
avance (8, 9)).

Episseur selon la revendication 1, dans lequel, les
moyens de préparation (4, 5) comprennent des tu-
bes de préparation (4’, 5°) en connexion fluidique
avec des buses de préparation (4", 5"), les buses
(4", 5") émettant des jets de fluide qui entrent dans
lestubes de préparation (4’, 5°), une partie de fil com-
prise entre laqueue (1", 2") etlachambre d’épissure
(3) croisant les moyens de préparation (4, 5) afin
d’étre directement influencée par les jets des buses
de préparation (4", 5").

Episseurselon larevendication 2, dans lequel la par-
tie de fil croisant les moyens de préparation (4, 5)
est comprise entre la buse de préparation (4", 5") et
les tubes de préparation (4’, 5°), de maniere a étre
directement influencée par I'écoulement de la buse
de préparation (4", 5") et forcée a entrer dans ledit
tube de préparation (4’, 5°) sous la poussée dudit
écoulement, avant la libération des queues (1", 2").

Episseur selon la revendication 2 ou 3, dans lequel
les buses de préparation (4", 5") sont alignées sur
un orifice d’entrée des tubes de préparation (4’, 5'),
afin d’envoyer directement les jets de fluide dans les
tubes de préparation (4’, 5°) et de forcer directement
le fil a entrer dans lesdites tubes de préparation (4°,
5).

Episseurselon la revendication 2, 3 ou4, dans lequel
le tube de préparation (4’, 5’) présente une direction
transversale dominante (Y-Y) qui est parallele a la
direction principale des jets générés par lesdites bu-
ses de préparation (4", 5").

Procédé de liaison de queues de fil (1", 2") au
moyen d’un épisseur pneumatique selon la revendi-
cation 1, le procédé comprenant les étapes de ma-
nipulation des queues (1", 2") suivantes :

a) l'interception et l'insertion desdites queues
dans une chambre d’épissure (3) de telle sorte
qu’elles la dépassent au moins partiellement ;
b) le serrage desdits fils sur le coté opposé
auxdites queues (1", 2") par rapport a ladite
chambre d’épissure (3),

c) la découpe des queues (1", 2") ;

d) la préparation des queues (1", 2") ;

e) l'insertion des queues (1", 2") dans la cham-
bre d’épissure (3) ;

f) le déblocage des pinces ;
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caractérisé par le fait qu’il comprend également
I'étape consistant a retenir lesdites queues (1", 2")
au niveau de la zone de découpe,

dans lequel I'étape de préparation des queues com-
prend I'étape consistant a distribuer de I'air compri-
mé dans des tubes positionnés entre ladite chambre
d’épissure (3) etladite zone de découpe, ladite étape
de distribution d’air comprimé démarrant avant la li-
bération desdites queues (1", 2"), dans lequel ladite
étape de retenue desdites queues au niveau de la
zone de coupe commence avant et se termine aprés
la découpe de la queue,

dans lequel ladite étape de retenue desdites queues
au niveau de la zone de découpe est réalisée en
pressant élastiquement les queues contre les orga-
nes de découpe.
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