June, 1908.

mechanism to be disconnected from said upright driv-
ing shaft, so that it may rotate in ecither direction, in-
dependently of said shaft.

The construction and operation of the mechanism
will be readily understood by censulting the ac-
companying four illustrations, of which Fig. 1 is a
side view of the lower end of the upright driving
shaft: the inner end of the take-up driving shaft; the
intermediate gearing ; the clutch mechanism ; the bevel
driving gears, and the mechanisms designed for
operating them as the case may require; showing the
upright driving shaft unclutched from its driving bevel

gears. Fig. 2 is a side view of the front end of the
take-up driving shaft, showing the handle and worm
thereon, and the gear fast on the shaft of the take-up
roll. Fig. 3 corresponds to Fig. 1, but shows the parts
shown in Fig. 1 in their opposite position, with the
upright shaft clutched to its driving bevel gears. Fig.
4 corresponds to Fig. 3, but shows the sleeve and the
gears thereon, intermediate the upright shaft and the
take-up driving shaft, in their intermediate position
and the clutch mechanism partially broken away.

When the loom is running normally, the several
parts will be in the position shown in Fig. 3.

When it is desired to reverse the pattern chain
(not shown) for picking out, etc., the hand lever T is
moved outwardly into the position shown in Fig. 1
and locked in said position and through link 2, lever 3,
rock shaft 4, lever 5. link 6 and lever 7, the sleeve 8
is thus moved upwardly on the shaft g9, carrying the
disk 10 up with it, and causing the pin 11 to be moved
out of engagement with the hub 12 of the bevel gear
13, to unclutch the disk 10, sleeve 8 and the shaft 9
from said bevel gear 13. At the same time the bevel
gear 14 is moved into engagement with the double
bevel gear 15, and the bevel gear 16 moved out of en-
gagement with said gear 15.
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The rotation of the upright shaft o, through the
hand operated mechanism of the head motion for re-
versing the pattern chain, in the erdinary way, will
then through bevel gear 14, bevel gear 15 and bevel
gear 17 rotate the shaft 18 in a reverse direction, and
through worm 19, gear 20 and shaft 21, reverse the
cloth take-up roll (not shown).

When it is desired to turn the shaft 18 to rotate
the gear 20 and the shaft 21 and turn the take-up roll
in either direction, independent of the upright shaft g,
the lever 1 is moved to its intermediate position, shown
in Fig. 4, and locked there. This movement of the

lever 1, through the intermediate connections to the
sleeve 8, will move said sleeve to its intermediate
position, and leave the bevel gear 15 out of engage-
ment with either of the bevel gears 14 and 16, so that
the shaft 18 is free to be rotated in either direction,
independently of the gears 14 and 15.

RIBBONS, TRIMMINGS, EDGINGS, ETC.

A Treatise on Narrow Ware Manufacture.
(Continued from page 314.)
Shaded Weaves.

In the construction of these weaves, first paint all
over the repeat of the shaded weave to be produced,
either the required fwill or satin, filling effect, to be
used for foundation of the shaded twill or satin. Next
divide the number of the threads of foundation weave
laid out into sections to suit the character of the shad-
ing desired and which more or less depends upon the
repeat of our foundation weave; by what is meant that
for example an 8-harness twill or satin can be shaded
more delicate than a 5-harness twill or satin.

Having divided your plan for your shaded weave,
to be produced upon, into the required sections, then
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select such threads as are up on the interior pick pre-

ceding and following said face pick, whereas in con-
nection with the back pick sinkers of the warp then
used must be down on the interior picks preceding and
following said back pick.
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Face, Interior and Back Picks.

In this instance, on the face of the fabric, the filt'.('
pick only shall be seen, and on the back of the fabric
the back pick only, the interior pick being introduced
into the structure solely to increase the bulk of the
' isible on its face nor its back.

be raised at the face pick,

latter and 1s neither vi

IFor thread
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Fig.51
IFig. 48 shows us such a weave, having the 1 up 3
‘ ill for face picks, the 4-harness even
sided twill for the interior picks and the 3 up I dozon,
4-harness twill for the back plcks._ Above 1hc.“-'c¢w.tj
a section of the fabric structure as interlaced with th_us
k each of face (F)

dozon, 4-harness tw

weave is given, showing one pic
back (B) and interior (1) filling.






threads, another pile threads, a case which will be
fully dealt with in a later article on this subject.

After fashion demanded the covering of floors and
in some cases that of walls with colored carpets, it
followed the practice to cover furniture with some-
what similar fabric structures.

In this way originated, in the Orient, coverlets
used either for covering divans, saddle or camel
pouches, giving to us in turn later on fabric structures
collectively known as moquette piece goods. The best
grade of these fabrics is the threepick moquette, weave
and mounting of loom for same corresponding to that
of the tournai carpet, only that the stuffer warp is
omitted. Originally these fabrics were made 65 cm.
(25.59”) wide, whereas now they are mostly made
130 cm. (51.18”) wide. In connection with the latter
width fabrics, from 750 to 880 dents are used, laying
them 136 cm. (53.54") wide in the loom and inserting
from 55 to 70 wires, @ 3 picks, to every 10 cm.
(3.937"). Similar to its mate carpets, no selvage is
used, or if such is required, one from 7 to 8§ mm.
(about 4”) is used. :

With reference to the material for these fabrics,
for the binder warp 3/24’s hard twisted cotton yarn is
used; for the pile warp a 2 fold 2/32's worsted yarn.
The heighth of the pile is about 3 mm. (0.1181"),
using wires of a section of 3 mm. (0.1181") by 1 mm.
(0.03937"). For the filling use from 6's to &'s cotton
yarn. Binder warp and filling are dyed either gray
or black. The pile warp is arranged for four sections.
Formerly 800 hook machines were used, weaving four
repeats in the width of the loom, whereas now the

most often used jacquard machines met with are
1760 hook, fine index machines, using lately two of
these machines on the loom in connection with one
repeat (division) in the width of the loom. As will
be readily understood, with such a wide tie up, smaller
patterns, repeating two or more times in the width
of the fabric on the loom can be woven; however,
if assured that only smaller patterns will be required,
it will be advisable to use smaller jacquard machines,
tied up with two or more divisions, and thus save in
jacquard cards, time for cutting them, ete.

If weaving two narrow fabrics on a broad loom, it
will be advisable to use one separate machine for each
fabric, since then different patterns can be simultane-
ously woven on this loom.

Besides piece goads, pouches and seats are woven
in this way, respectively in sizes of 45 by 45 em. (17.71
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by 17.71”) for chair seats, 56 by 56 cm. (22.04 by
22.04") for covering the arms and backs of ottomans,
and 70 by 140 cm. (27.55 by 55.11") for covering the
seats of the latter. These threepick structures, how-
ever, are little more used, and if so mostly only for
the so-called tournai pouches, which in texture and
material closely resemble the tournai carpet. The
binder warp is not sized and the stuffer warp only
sized sufficient so that perfect weaving will result.
The filling is used not sized. For pile warp a 2/24’s
worsted is used, threaded three or four ends to the
mail. The fabric produced receives a heavy rib like
appearance, well suited for covering heavy furniture.

The most important part in the production of true
moquettes belongs to what is known as the twopick
moquette and of which a section of the fabric is given
in connection with Fig. 11. The mounting of the
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loom, tie up of harness and material used is identical
to that of the threepick moquette, respectively tournai
carpets. Lately, in place of using two ends of 2/32’s
worsted for the pile warp, one end of 2/16’s worsted
is used. Using the right kind of material, 7. ¢., staple
of wool, a satisfactory fabric will be the result in con-
nection with this change, and which as will be readily
understood greatly reduces the cost of production of
these fabrics to the manufacturer. As the name in-
dicates, in place of inserting three picks to each wire,
as is the case with threepick mogquette, in connection
with the present fabrics only two picks are used to
cach wire, viz: an upper and a lower pick, the pile
thread consequently only binding around ome pick,
i. ¢., what we technically called before, pile up. The
pile thus formed would be of little wear, if it was not
for the fact that the pile threads not called for to in-
terlace over the wire and thus rest as a lining in the
structure, actually act in this instance as a cover warp
for the pile loop formed, covering the body structure
completely on the back, preventing the pushing
through or pulling out of the loops on the back,
actually holding them, by means of friction exerted.
in the fabric. Another reason why these pile threads
as are not used in tke formation of the pile assist in
holding the loops in the fabric, is the fact that they
will lay themselves more or less in a short bow around
the body portion of the loop, assisting in this way con-
siderably the formation of an irregular standing pile.
The weave has a repeat of four picks, with two picks
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to a shed. This feature has the disadvantage, that
provided the harnesses are not raised equally high or
pass each other on ome pick different than on the
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ment thereof. A projection on the arm 14 engages
the lower edge of the guide plate on the stand 3, and
acts as a stop to limit the inward movement of the arm
14, which, having the belt 13 thereon, is so located
relatively to the picker that its lower free end is sub-
stantially in.line with the latter.

Surrounding the enlarged portion of the boss 6
and the hub 10 of the collar 11, is a helically coiled
tension spring 18, one end of which is attached to the
enlarged portion of the boss 6, and the other end to
the hub 10 of the collar 11. This spring acts through
the collar 11 and strap 13 to yieldingly hold the ten-
sion arm 14 and to return it to its normal position,
after it has been moved outwardly by the impact of
the picker.

The tension of the spring 18 can be varied by turn-
ing out the bolt 4 and rotating the boss 6 in either
direction and then turning in the bilt 4 to secure the
boss 6 rigidly to the upper end of the stand 3.

A NEW CONSTRUCTION OF WARP (VELVET) PILE
FABRICS.

The same is a late German invention and has for
its object to produce a figured pile fabric minus the use
of wires. The pile warp threads are for this reason
arranged to form floats at such portions of the design,
where in the finished fabric a velvet pile is desired;
whereas in those portions of the design where figure
effect has to appear, these pile warp threads are inter-
laced by a pick of a fine count of yarn, as regularly
introduced into the structure every time between two
picks of the heavy count. If then cutting the pile of
such a fabric structure by means of a trevette (velvet
pile cutting knife) between every two heavy picks, the
warp floats previously referred to are cut, whereas the

tightly bound figure places (rib effect) remain undis-
turbed. The accompanying Diagrams Fig. I to 4 show
four sections of the fabric, taken warp ways, at dif-
ferent parts of the fabric structure; selected so as to
clearly show the new construction of the fabric to the
reader. The left half of these diagrams of fabric
structure show the interlacing of the pile warp, as re-
quired for producing velvet pile; whereas the right
hand half of each diagram shows the interlacing of pile
warp for producing figure effects (rib effect). In
these diagrams

a denotes the heavy pick.

[t * lining pick.
(i fine pick.
(ks “ ground warp.
; % * pile warp and

fine binder warp.
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¢ in Fig. 1 indicates the points of the trevette, for
cutting the pile warp, in order to produce the velvet
pile.

Figs. 1 to 3 show successively the principle of the
new fabric structure, viz.:

53-3
Fig. 1 shows the interlacing of the ground warp,
with indications where the pile warp is to be severed.
Fig. 2 shows the interlacing of the ground warp
and that of the uneven numbered ends of the pile
warp.

Fig. 3 shows the interlacing of the ground warp,
that of the even numbered ends of the pile warp, as
well as that of the fine binder warp.

Fig. 4 shows the pile warp cut, showing also the
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interlacing of the latter (even and uneven ends) into
the structure.

In these four diagrams, the position of picks b
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turn engaged by the saws E, brush F, and then travels
in flue G to the condenser H by means of which and the
bat roll / the lint is formed into a film, in which state
it passes out of the machine through chute J from
where it finds its way into the press.

Fig. 11 illustrates the connection of a battery of
gins (4 gins in this instance, although more or fless
might be used) to one condenser, each gin 4 being
connected by a separate flue B, to the condenser C.
The hood D as forming the connection between each
gin and its flue has its ends E inclined at an angle, as
shown, a feature which causes the lint as coming from
the gin to be deflected against the curved back F of
said hood and thus passes readily to the flue B. By
thus making the hood D with the curved back F and
this in connection with the elbows of the flue B, as
shown in the illustration, being bent at a very slight
angle, said flue is practically shortened to a minimum,
and the lint passes in the most direct line possible
from the gin to the condenser, distributing the friction
of the cotton over the entire length of the flue. The
end walls E of the hoods D are provided with a glass
covered opening at G, to permit of a view of the in-
terior of the hood, said opening, when the glass is
removed, serving also as a hand hole to afford access
to the interior of the hood for cleaning purposes.
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green seed cotton this is not the case, there remaining
(more or less short) fibres still adhering to the seed
after the latter has been delivered from the gin,
amounting to about 10 per cent. of the total weight of
the seed. After sifting and cleaning, the seed passes
to what is known as the linter room, which contains
a number of linting machines which are specimens of
cotton gins specially adapted for removing the fibres
still adhering to the seed. These linting machines
have, compared to the gin, their saws set closer, the
teeth being also finer set, and in order to keep the mass
of seed revolving in the hopper a toothed roller is pro-
vided at the bottom of the hopper, its teeth constantly
stirring up the mass of seed so that all are subjected to
the action of the saws. The linting is generally com-

_pleted in two operations, the result from the first being

superior to that from the second, since it contains some
perfect fibres not removed in the ginning of seed cot-
ton. The fibres, short or long, thus obtained are
technically known as Linters and are delivered by the
condenser of the linting machine as a sheet or film
which in turn is either pressed in bales and sold as
waste to mills, for use in connection with better staples
of cotton in the spinning of cheap and low counts of
yarns, or by means of rough carding transferred into

a sheet or film which'in turn, on an automatic machine,
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Like most other establishments engaged in manu-
facture, the tendency is toward the consolidation and
enlargement of ginneries, however the necessity of
being compelled to transport bulky seed cotton from
the farms to the ginneries will always more or less
restrict their growth. A modern equipped ginhouse
is free from dust and lint, which, not only would be a
great nuisance but also a chance for fire. Ginning
being there carried on, under cover, the observer will
fail to see cotton anywhere except he sees the lint
sliding from the condenser into the press. Seed cot-
ton—and there need never be as much of it as a bale in
a ginnery, so quickly is the work of receiving and
cleaning it dispatched—while easily ignited, merely
flashes over, and the fire goes out. But it is different
with lint cotton, which,. when once on fire will burn
and smolder indefinitely. A burning bale when thrown
into the water will float and burn until all of it is
flestroyed. But at the ginnery the lint passes at once
into the press, and should it catch fire there, the
plunger that tramps in the cotton is let down on it and
smothers the fire until steps are taken to remove and
extinguish it. ;

Linting. With Sea Tsland or black seed cotton,
the se.cds are entirely freed from lint by the gin; how-
cver in connection with the ginning of our regular

is put up in one pound rolls, in which shape it comes
into the market as bafting, largely used as a lining for
quilts, etc. The seeds meanwhile fall from the gin
into a screw conveyor (preferably with a perforated
bottom, to allow the escape of sand), and are cither
delivered directly to a wagon or into the seed house
or dropped into a flue from the blower, which trans-
ports them wherever it is desired; being in turn de-
livered to the oil mill and there subjected to a hulling
machine, which takes off the outside shell which it
passes to one side, while the green kernels of the seeds
go down a chute, filling certain receptacles placed in
the oil press, and when in turn they are submitted to
hydraulic pressure, thus producing the well known
cotton seed oil. The remains of the green kernel are
then pressed into what are termed cattle cakes, or oil
cakes, for feeding cattle. :
Baling. Sea Island cotton as is cleaned on the
roller gin is always put up in loose round bales to
avoid any injury to the delicate, high priced, staple.
However this process is carried on different with the
bulk of our cotton, the Main or Upland cotton, and
where the lint as coming either from the condenser, or
the lint room, enters the box of a cotton baling press.
In connection with small ginneries using one or at the
most two gins only, this may be a single press, but
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THE “MASON” COILER DRAWING FRAME.

( Continued from page 321.)

The method of driving the Mason drawing frame
is shown in Diagram Fig. 3, showing the plan of gear-
ing for the drawing rolls separately. Power is trans-
mitted to the bottom (main) shaft A of the frame,
through a belt from the main line shafting of the room
to the pulley B.  On this bottom shaft is another pulley
C which drives a pulley D fastened on the end of the
front roll shaft E. D’ is the loose pulley. Gears
marked L are used in connection with leather top rolls
and those marked M are used with metallic top rolls.
Secured to the front roll shaft E is a 24 gear which
drives a 51 gear on the same stud with a 54 M or 45 L
gear, and this gear in turn drives the calender roll F

through a 41 M or 45 L gear. The 24 gear on the front -

roll shaft £ also drives a 27 gear on the same stud
with a 30 M or 24 L gear which drives a 30 gear on
the end of a horizontal shaft G. This horizontal shaft
G has two other gears secured to it, one is a 20 bevel
gear driving another 20 bevel gear on the same collar
with a 23 gear and this in turn drives the coiler H
through an 86 gear. The other gear 15, on the hori-
zontal shaft G drives a 40 gear molded with a 16 bevel
gear which in turn drives the bevel 34 secured to the
vertical shaft I of the coiler arrangement. A change
gear (11 to 15) is secured to the lower end of this
shaft I and through an intermediate gear drives a 32
gear on the same collar with a 12 gear which in turn
through an intermediate gear drives the coiler can
stand J through an 8o gear.

The front roller shaft E has also a 22 gear secured
to it and this drives the go crown gear which is on the
same stud with the draft change gear (30 to 60).
which in turn drives a gear on the end of the back roll
K which may be either 24 or 48 teeth, according to
whether a low or high draft is required. On the other
side of the back roll K is a 26 M or 2z L gear, which
through an intermediate gear drives an I8 gear on the
end of the third roll N. On the end of the back roll
K are two gears molded together, one being a 32 M
or 2z L bevel and the other a 42 M or 37 L spur gear,
the latter through an intermediate gear driving an 18
gear on the end of the second roll O. The 32 M or 22
L bevel gear on the back roll K drives the lifting roll
P through the bevel 22 on a horizontal shaft Q having
another 22 bevel gear on its other end, which drives
the 24 M or 23 L gear on the end of the lifting roll P.

The break draft in this machine is between the
front and second rolls E and O respectively.

To ascertain total draft in connection with diagram
given, using leather top rolls, the same is generally
figured from a draft constant, in order to easily make
any changes in the draft gear when the proper draft
is known. There is a slight draft between the lifting
or tension roll and the back roll, and also between the
calender roll and the front roll, and in order to obtain
the total draft of the machine, we must figure a con-
stant between the lifting roll and the calender roll.

From the rule given, we figure the constant in the
same manner as the draft, excepting that the draft
gear is omitted in the calculation.
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3__><33,><22><48X90)<24><45
13 X223 22X # X22X51X45
— 257.6 Draft constant.

Draft constant =— Draft = Gear.
Draft constant =— Gear = Draft.

Example: We wish to produce a total draft of 6
on the drawing frame, what draft gear will we have
to use? ‘

257.6 = 6 = 42.0 = 43 gear.

To find the actual draft produced with a 43 gear
we have, 257.6= 43 = 5.9 draft.

To find the total draft of drawing rolls; the inter-
mediate drafts between the rolls; also the drafts be-
tween the lifting roll and the back drawing roll; and
between the front drawing roll and the calender roll,
we have:

Draft between the front and back rolls:

14X 4890
————— = 5.581 draft.
11X43X22

Draft between the lifting roll and back roll :
11X23X22 -
———— = 1.045 draft.
13X 2222

Draft between the back and third rolls:
11X 22

= 1.222 draft.

1118

Draft between the third and second rolls:
11X 18X 37 ;
————— = 1.682 draft.
1132218

Draft between the second and front rolls:
1 X 18X 48X g0
— = 2715 draft.
13X 37X43X22

Draft between the front and calender rolls:
3 XK24X45
—————— = 1.026 draft.
13X 51445

The total draft of the machine may be obtained by
multiplying together all of the intermediate drafts, the
draft between the lifting. and back rolls, and between
the front and calender rolls, but allowance must be
made for dropping fractions in the multiplications.

The calculation for the coiler generally consists in
finding the relative number of revolutions of the coiler
to the coiler can stand, which we calculate by allowing
the coiler can stand one revolution and using the
proper change gear, for example 12.

1 X80 32X 34X 40X 20X 23

=26.9 revolu-

12X 12X 163X 15X 20 X 86

tions of the coiler to one revolution of the coiler can
stand.

The production of a single delivery is figured from
the number of yards delivered by the calender rolls
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Draft between the front roll and calender roll:
3X24X54
= 1.014 draft.
X 51441

The total draft of the machine then would be:

1.11X5.04 1.014 = 6.685 total draft.

The production for a delivery is figured in the
same manner as for leather top rolls.

Example: What is the production of a delivery of
drawing for a day of 10 hours, allowing 20% loss for
cleaning, oiling, etc. the sliver weighing 60 grains per
yard, and the front roll makes 300 r. p. m.2

Surface speed of calender rolls is figured from the
speed of the front rolls as follows:

300X 24 543" X3.1416

= 48.68 yds, de-
5141 36"

livered per minute.

600 minutes —20% =

48.68 %X 60X 480

480 minutes.

= 200.28 lbs., production per
7000
day, per delivery.

SETTING THE ROLLS IN FLY FRAMES.

A New Roll Stand for Conveniently Doing this Work.

The spread of the rolls, or in other words, the dis-
tances from centre to centre of the rolls in fly frames
depend on four conditions, viz: the length of staple
under operation, the size of the roving to be attenu-
ated, the quantity of twist in the roving and the
amount of the draft required.

The length of the fibres is the most important point,
and it is necessary to make the distance from the
centre of one pair of rolls to that of the next, slightly
in excess of the mean length of the staple, so as to
avoid breaking or straining the fibres by having a
quicker running pair of rolls grip a fibre while it is still
held by the preceding pair. It is also impertant to
keep these rolls from being set too wide apart, as this
would allow the fibres too much freedom in their pas-
sage through the pairs of rolls and when consequently
drafting would be difficult.

With regard to the other three points previously
referred to, i. e., the size of the roving, the amount of
twist and draft, each of these affects the settings to a
certain extent, for the fact that a thick roving re-
quires wider spreading of the rolls than a fine roving,
so will also an extra amount of twist in the roving
necessitate wider setting than slack twisted roving;
again, the draft affects the setting on account of the
difference in speed between the successive lines of
rolls, it being necessary to set closer in connection
with a very large draft and in turn adopt a more open
(rolls more spread) setting in connection with a very
small draft.

The settings for the rolls on a slubber for short
staple cotton, where the sliver is heavy and a low hank
roving is being made with a high speed of front roller,
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should be thus: Set the centre of the second roll from
the centre of the front roll 1" more than the length of
the staple of cotton under operation and increase this
distance by 1" to 1" between the second and back rolls.
When dealing with long staple cotton or the sliver is
light, which is usually the case with long staple cotton,
and a medium speed of front roll is used with the
machine ‘making an average hank, the second roll is
set ;" plus the length of the staple of cotton being
run, from the front roll, while the back roll is set
from the second roll f5” wider apart than the distance
between the front and second rolls. For example,
suppose that a 13" staple was being run on a slubber,
under ordinary conditions, that is, a rather low hank
is being made and the speed of the front roll is high.
Then set the second roll from the front roll 1}” from
centre of each roll and set the third roll from the
second roll 13” to 14" from centre of each roll. When
dealing with Sea Island cotton of say 1}“ staple,
the sliver used being light with a rather high hank
being made, the following settings should be used:
Set the second roll from the front roll 134" from the
centre of =ach roll, and set the back roll from the
second roll 13” from centre of each roll.

The rule for setting the rolls of the intermediate
frame is to set the second roll from the front roll a
distance ;" greater than the length of the staple, and
to set the third roll 14" farther than the distance be-
tween the front and second rolls. When running
combed stock, the distance between the front and
second rolls only slightly exceeds the length of the
staple, and this distance is increased by 7 between
the second and back rolls. On very coarse stock, or
in connection with a coarse hank or high speed of the
machine, the distance given in the first rule is in-
creased 1" between second and back roll. The rule
as used for the intermediate applies also to the roving
frame and to the jack frame when such is used.

When the rolls in a fly frame are set too far apart,
this may be detected by taking out the top, front and
middle rolls, without disturbing the cotton, and then
noticing at what points drawing by the rolls com-
mences and ceases, said points being indicated by
the varying number of the fibres between the two
points. The distance of the point at which the lessen-
ing of fibres in the sliver commences, from the centre
of the slower moving roller, represents the excess in
the distance for proper setting. If the lessening of
fibres commences at the centre of the slower roll, and
extends to a point opposite the centre of the quicker
moving roll, it is an indication that the rolls are set
too closely together and the necessary change should
be made.

When there is any difficulty in ascertaining whether
the rolls are set too closely or not, the top front roll
only may be taken out and the ends of the fibres, as
are in a position opposite the centre of the bottom
roll, gripped by means of a pair of light, broad
tweezers, by this means ascertaining whether they
are gripped by the second pair of rolls or not. If they
are held by the latter, it is an indication that the
setting is too close, because the grip by the tweezers
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tinuous transverse rod g which at the same time is
passed through the bights of the several clearer webs
(as many clearer webs being provided as there are
bosses on a roll). In a similar manner as done in
connection with the rear end of the cover 7, its front
end is correspondingly cut out so as to provide eyes
for inserting rod 11 for forming the axle for carrying
the clearer webs 10, one of which is shown in its full
width in dotted lines in connection with diagram 4,
showing at the same time also a portion of the adjoin-
ing web. These clearer webs 10 are endless bands of
cloth, and of such width that they can be conveniently
inserted in the cut out portions of the clearer cover 7,
being carried by rods g and 11. The opposite ends of
rod g project and form pivots 12, by which the clearer
cover 7 is pivotally supported in the V-shaped notch
5-6, permitting by this the raising of the cover, (see
dotted lines in diagrams B and D) when desired to

FiG. 244.

examine the top rolls of any set, or to clean the apron;
said pivots 12 being at the same time the fulcrum for
lowering cover back into working position. The rear
end of each clearer cover 7 is cut away at each side,
adjacent the endmost eyes, to leave lugs 13 and which
when the clearer cover is raised, will come in contact
and rest upon the backs of the upturned ears 4 of the
roller stand 1, thus causing the rod g of the clearer
cover to raise in the part 6 of the V-slot, at the same
time locking the clearer cover in its open position and
in which it will remain until the attendant pulls the
clearex: cover forward and down, the pivots then
resuming the position shown in full lines in diagram
D, i. e., being partly raised upwards in slot 5-6, in
turn keeping the clearer webs in its set more or less
under tension.

] Anothe'r method of cleaning the top rolls is shown
in connection with illustrations Figs. 245 and 246 and
which is an automatic traveling cone clearer. This
clearer will automatically change its direction of travel
over the rolls when it arrives at each end of the rolls,
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so that it will continuously travel from side to side be-
tween the stands on the machine and thus require lit-
tle if any attention from the attendant,

Fig. 245 is a cross section of this clearer, Fig. 246,
showing its application to the rolls. This adjunct to
spinning frames is made of a double conical form,
with the larger portions of the cones at the centre, and
is hollow, as at 4, having extending through it a wire
rod B which is of greater length than the body of the
clearer. This rod is free to move through the clearer
and has fastened to it at the center of its length, a
weight C, which in turn rests in either end of the
clearer and holds it in one or the other tilted positions
on the rollers, according to the end to which it is
nearer. The weight C is prevented from sliding too
far toward either end in the hole 4, by means of suit-
able stop pins, projecting from the top and bottom
into the hole 4, and thus in the path of the weight C.

A A PV

It may be a question in some minds as to the rea-
son why the cone shape of the clearer should cause it
to iravel in the direction of the small end which is
in contact with the rolls, for which reason a short ex-
planation will be given. We know that if a cylin-
drical roll was placed on the revolving rolls, it would
receive rotation but would have no horizontal motion,
because all lines, made on the surface of the cylinder
by passing planes longitudinally through the centre of
the cylinder, would be parallel to each other. But in
the case of a cone, as used in this instance, the lines
on the surface will not be parallel to each other, but
since all of these lines must be parallel to the point of
contact with the revolving rolls when they do come in
contact, it will be easily seen that each successive line
will come in contact with the rolls at a slight distance
from the previous point, which distance may be meas-
ured by dropping vertical lines from the intersections
of these lines on the surface with the base of the cone
and measuring the horizontal distance between them.

For example, say we want to find the horizontal

T TTT————
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Corbova WooL:—A species of South American wool.

Corbs:—Rib effects in fabrics which run longitudinally, or
in the direction of the lengths of the fabric. (The
contrast to repp in which the ribs run filling ways in
the cloth).

CoRDURETTE :—A  variety of woolen dress goods
corded effects. ‘ ;

Corpuroy or Fustian:—A cloth made

(which is cut in the finishi :

‘:.ha,v-ing

the seed cotton rests upon

the openings of which project the teeth of
saws mounted upon a rapidly revolving sha
- of the saws catch the fibres and draw (te=

from the sceds. The lat
through the openings of
out of the machine. Thi
saws by a revolving brusk



352 POSSELT'S TEXTILE JOURNAL June. 1908,

-‘IIJ|IIIITT|IEI[I!I\I‘!1 1Tt
L] H o~
™~
m NS
a s
Fil =
o
0 E o
h -
=
Ws :
> -
> 3 l[lIlIIIIJIII[lLIlIillll
< 5]
F
U 1]
@
(] z =
Q = -
] <
4
5]
>
[
=)
(=]






