
;e3e[VVWDY4Z*:[6p[T[rz1WO 00I042 l8 PCT/DE99/01058 Device and method for
transporting a flat piece of material The invention concerns a device for
the transportation of a flat piece of material, for instance a piece cut
off a continuous length of textile, paper, cardboard, plastic, sheet 2 4 O
C T 2002 metal or foil, whereby the piece of material is transferred in
mainly horizontal orientation from a first conveyor to a second conveyor.
Furthermore, the invention concerns a method for the transportation of
pieces of material. In the state of the art a device for the transportation
of pieces of material, in particular of pieces of textile separated from a
continuous length of textile, is known. This consists of a discontinuously
operating conveyor, by means of which a continuous length of textile is
removed from a storage point and the free end of the continuous length to
be separated is possibly held under tension, and also of a second
continuously operating conveyor, whose transport plane runs parallel to the
transport plane of the first conveyor and has means for holding the
separated pieces of textile, whereby the transport direction of the     2 4
0 C T 2002 WO 00104218  PCT/DE99/01058 first conveyor runs parallel to the
longitudinal direction of the continuous material and 



the transport direction of the second conveyor runs at right angles to the
longitudinal direction of the continuous material, whereby the first
conveyor preferably consists of a slide bar and gripper, whereby the
gripper can be adjusted to and away from the slide bar) a separating device
is arranged between slide bar and gripper by means of which the continuous
length of textile can be separated into individual pieces of textile, the
separated piece of textile, after or at the same time as the separating cut
and release by the first conveyor, in particular slide bar and gripper, can
by means of a transfer device be pushed towards and fed into the plane of
the second conveyor from the plane of the first conveyor. According to the
state of the art it is usual that a continuous length of textile is taken
from a storage point and a piece is separated from this continuous length.
This single piece is then transferred to a further-processing station or a
forwarding station. As soon as the piece of textile has been carried away
from the area where the continuous length is taken from the storage point,
a further piece can be separated from the length of textile and earned away
in turn. Such constructions are disadvantageous, because in the time that
the separated piece is transported from the area in which the separation
takes place, it is not possible to cut a   2 4 D C T 2002 WO 00/0-12l8 -3
PCT/DE99/010~8 further piece until the whole piece already cut off has been
carried away. It is therefore not possible in the case of continuously
running delivery equipment to remove the single pieces of textile so that
they adjoin each other virtually without gaps and to direct them to a
hemming or sewing device. On the contrary, there always remains a large gap
between the individual pieces of textile which has a negative effect on the
total number of pieces produced by the sewing equipment fed by this device.
Devices with superposed cross and longitudinal transport planes are already
known. With these the piece of textile is fixed on needle ledges, separated
from the continuous length of material and transferred by the needle ledges
to needle chains acting as crossover conveyors. Such a device is
complicated in regard to construction and alignment of the needle ledges
and is difficult to handle, whereby there is the additional disadvantage of
damage to the piece of textile which in many cases is not permitted. In
principle there exists with such devices, especially also devices of the
type referred to in the characteristic part of Claim 1, the problem that it
is extremely difficult to carry away the separated pieces of material at a
specific distance from each other by means of the conveying elements, when
in fact there should be hardly any gap at all. 



2 ~ 0 C T 2002 W O 00I042 I 8 -3 a PCT/DE99/010S8 From DE 43 28 46l A 1 a
method and an arrangement for the transportation of flat workpieces is
known. It involves a lead conveyor and a following conveyor. These
conveying devices deliver fabric pieces. The discontinuous transportation
of the piece of textile by the lead conveying device takes place in such a
way that when the lead conveyor starts with a piece of textile laid on its
track, its track is extended sufficiently far over the track of the
following conveyor that the workpiece can be moved in its entirety over the
track of the following conveyor. Arrived at this position) the conveying
means of the lead conveyor are stopped and the track of the lead conveyor
is shortened so that the workpiece can be placed on the conveyor belt of
the following conveyor. With such an assembly a fast, almost gapless
arrangement of workpieces on the following conveyor is not possible)
because first the lead conveyor must be moved back from the position over
the following conveyor, then a workpiece must be placed on the lead   Z 4 0
C T 2002 W O 00/01218 PCT/DE99/01058 -3bconveyor and then the lead conveyor
must advance again in order to be able to deposit 



the workpiece on the following conveyor, A similar configuration is known
from DE 11 32 861 B which involves a conveyor belt and a delivery device.
The delivery device is a carriage movable in and against the conveyance
direction of the conveyor belt. During the delivery process the carriage is
moved against the direction of the conveyor belt, while at the same time
the delivery belt stands still relative to the delivery table. It is
furthermore proposed that the effective length of the delivery belt
possibly including a guide plate extending the belt) is so geared to the
set length of the to-and-fro motion of the carriage and the length of the
track section to be traversed that at the start of its `to' motion its
front end comes in full or almost full contact with the top of the stack,
preferably with a stop on the stacking table.   2 4 0 C T 2002 WO 00/04218
-4 PCT/DE99/01058 Based on the state of the art described in the
introduction, the purpose of the invention is to create a similar device
which in a simple manner makes it possible to continuously carry away
single pieces of material at an exact distance from each other, possibly
without gaps or virtually without gaps so that they can be fed to a
downstream work station, e.g. in the case of pieces of textile to a sewing
device and that the capacity of the downstream machine or equipment can be
fully utilised. The manner in which this purpose is met) is described in
Claim1   2 4 0 C T 2002 WO 00/0218 -5 PCTIDE99/0 l 058 



The second conveying device consists for instance of a belt-type conveyor
which need not be of the endless type, but may also be a closed
reverse-action conveyor section. By means of a conveying element or also
the conveying elements mutually interspaced at right angles to the
conveying direction) the piece of material can be engaged by a conveying
element in an area parallel to the conveying direction whereby the
conveying element presses the piece of material against the matching strip
like bearing surface during transport. The distance between the conveying
elements can if desired be adjusted to enable the conveyance of pieces of
material of different widths. The fact that the respective conveying
elements are guided and diverted in such a way that a buffer loop is
formed, makes it possible to move the conveying elements against the actual
transport direction with their deviation end which is antidirectional to
the approaching piece of material (parallel to the conveying plane formed
by the bearing surface). This makes it possible to take over an incoming
piece of material earlier than if a stationary continuous conveyor were
used. After the conveying elements have taken over the piece of material
2 ~ O C T 2002 WO 00/0-Q218 PCT/DE99/01058 -6 they ran be moved back again
from the transfer position to the base position while holding the
transferred piece of material so that there is place to receive a further
piece of material which is again taken over by a conveying means moved to
the transfer position against the transport direction. _ With the
alternative solution described in Claim 1 the complete conveying element
with deviating roller and drive roller is shifted against the conveying
direction during the rotation of the conveying element in order to take
over the separated piece of material.   Z ~ o c T Zoo2 W O 001042 l 8
PCT/DE99/01058 



Subsequently the conveying element is moved back to the base position as
the piece of material is carried along. The advantages gained from this
match those mentioned above with reference to the first alternative. A
particularly advantageous embodiment is one whereby a further conveying
element of a second continuous conveyor is arranged, parallel to the
corresponding conveying elements of the first continuous conveyor, which
conveying elements of the second continuous conveyor are driven in the same
transport direction and at the same speed as the conveying elements of the
first continuous conveyor and whereby the deviation area of the conveying
elements of the first continuous conveyor can therefore be moved back in
the transport direction from the transfer position to the base position,
whereby the piece of material is transported by the conveying elements of
the second continuous conveyor in the conveying direction and the deviation
area of the first continuous conveyor which is braced on the piece of
material and is moved back from the piece of material to the base position
at transport speed. The proposed respective further   2 4 0 C T 2002 WO
00I042 t 8 -7a PCT/DE99/0 t 058 conveying elements of a second continuous
conveyor parallel to the conveying elements of the first continuous
conveyor are preferably arranged in close proximity to the conveying
elements of the first continuous conveyor. This ensures that the first
piece of material taken over by the first conveying element is taken over
by the conveying elements of the second continuous conveyor, whereby it is
simultaneously in contact with the conveying elements of the first
continuous conveyor. The conveying elements of the first continuous
conveyor can be moved from the transfer   



2 4 0 CI 2002 WO 00/04218 PCT/DE99/01058 _g_ position to the base position
in transport direction, whereby the first continuous conveyor virtually
does not move relative to the piece of material, but is moved to the base
position with the piece of material. Subsequently the continuous conveyor
can be adjusted against the conveying direction for the transfer of a
further piece of material i.e. either after reaching the base position or
even before so that the conveying elements of the first continuous conveyor
run towards the newly supplied piece of material, carry it at least to the
engagement position of the second continuous conveyor and can then be moved
back with the piece of material to the base position or an intermediate
position, from which they can again be adjusted against the transport
direction for the transfer of the next piece of material. It is
advantageous if both continuous conveyors are of the endless type. In a
particularly effective further development both continuous conveyors have
toothed belts as conveying elements which engage with gear rollers acting
as deviating rollers and drive rollers. Furthermore it is preferable that
the respective preferably closely adjacent conveying elements of the second
continuous conveyor are driven by a common drive, whereby the   2 4 0 CT
2002 W O 00/02 l 8 -9 PCT/DE9910 I 058 drives of the two pairs of conveying
elements are driven synchronously and in the same 



direction. A provision may also be made whereby the actuator driving the
conveying element or the deviation area extending against the conveying
direction, is coupled to or controlled by a device by means of which the
presence and the required position of the piece of material can be detected
under the continuous conveyor.   2 .4 0 C T 2002 W O 00/0e l 8 - 10
PCT/DE99/01058 A provision may also be made whereby the actuator driving
the conveying element or the deviation area extending against the conveying
direction, is coupled to or controlled by a device by means of which the
presence of a piece of material can be detected under the bottom run of the
conveying element of the second continuous conveyor. The proposed position
detection devices may be light barriers, other non-contact detection
devices or also touch probes or the like. By means of these detection
elements it is e.g. possible to detect the trailing edge in conveying
direction of the piece of material being carried or the leading edge in
conveying direction of the next piece, or also during transfer by the first
continuous conveyor, to detect the trailing edge in conveying direction of
the piece of material held by the first continuous conveyor in order to
position this with the edge precisely aligned under the axis of rotation of
the roller forming the deviation area or the like. The next piece of
material can then be moved close to this edge so that if desired it can be
joined gapless or almost gapless to the already engaged piece of material.
2 4 0 C T 2002 W O 00I04? l 8 -11 Another preferred embodiment is mentioned
in Claim 8, 



PCT/DE99/0 t 058 The fact that the two conveyors are virtually superposed
makes it possible to pull the piece of material, in particular the
continuous length of textile, as far from the storage point as required by
the size of the single piece. Subsequently the single piece of material can
be separated from the continuous length, whereby the separation can be
carried out by means of a rotary disc knife or a cutting bar. Before
separation, the clamping device grips the piece of material along the
transverse edges (seen in the longitudinal direction of the continuous
material) and holds it in the correct position. Then the clamping device
with the separated piece of material is transferred to the second transport
plane in which the second continuously operating conveyor is arranged. The
piece of material is so held at its edges that they project beyond the
clamping devices arranged at both edges. In the plane of the second
conveyor, the single piece of material is then moved towards this conveyor,
whereby at the same time the second conveyor, preferably consisting of
conveyor belts running continuously and braced on a supporting table or
supporting   2 4 OCT 2002 WO 00I04218 PCT/DE99/01058 -11 a skids) is moved
towards the clamping device against its forward motion.   2 4 0 C T 2002 W
O 00/0-1218 - 12 PCT/DE99/01058 The edge strips projecting at either end
are then gripped by the second conveyor which carries the piece of material
away. After transfer of the leading edge in transport direction to the
second conveyor, the conveyor as it carries away the piece of textile moves
back into the initial position in which the conveyor is distanced from the
clamping device, whereby the clamping device is also moved back into the
initial position i.e. away from the second conveyor and into the plane of
the first conveyor. As a result of this opposite movement of the second
conveyor and the clamping device during transfer of the piece of material,
the leading edge of the piece in the conveying direction of the second
conveyor is placed immediately next to the trailing edge of the piece still
being carried off by the second conveyor so that the following piece is
carried along by the second conveyor virtually gapless or with a very
slight gap and fed to further-treatment stations. This method also prevents
damage of the piece of material by needles or the like.  



2 4 0 C T 2002 WO 00I04218 PCT/DE99/01058 -13 Consequently the stations
downstream of the second conveyor like hemming and/or sewing equipment can
be run continuously at maximum efficiency and their capacity can be fully
utilised. In a preferred further development the second conveyor consists
of conveyor belts arranged in transport direction outside the alignment of
the clamping device and press the edge of the piece of material against the
bearing area which is a component of each of the two conveyors. In a
preferred arrangement the clamping device consists of pairs of clamping
bars. It is also preferred that the clamping device and the conveyor can be
brought together in such a way that the piece of textile) held at its edges
by the clamping device, can be transferred to the conveyor at its edge,
whereby the transferred piece of material joins a another piece previously
transferred by the conveyor gapless or almost gapless. It is further
advantageous for the transfer process if the bearing surface is a flat
supporting plate or a supporting table.   Z ~ O C T 2002 WO 00/04218
PCT/DE99/01058 -13a It is sometimes also possible that the bearing surface
is in each instance a further 



continuous conveyor. _ _   2 ~ 0 CT 2002 WO 00/04? l8 PCT/DE99/01058 - 14
In this case the bearing surface can be an endless conveyor, whose one side
serves as opposite surface for the continuous conveyor with the conveying
element and runs in the transport direction in the same direction and at
the same speed. A method for the transport of pieces of material is set out
in Claim 16. The invention is explained in more detail below with reference
to the drawings. Drawings: Figure 1 side view of a device as per invention
Figure 2 side view of the same device rotated 90 C around the vertical axis
Figures 3 and 4 side view and top view of a detail Figure 5 side view of a
detail of Fig. 2 The drawings show the essential elements of a device for
the transportation of individual 



pieces of textile 1' separated from a continuous length 1.   z.~ ocT zoo2
WO 00/04218 PCT/DE99/01058 - IS  The device essentially consists of a
discontinuously operating conveyor, by means of which the continuous length
of textile 1 can be taken from a storage point (not shown) and whereby the
free end of the length to be separated may be held under tension. Further
the device consists of a second continuously operating conveyor whose
transport plane runs parallel to the transport plane of the first conveyor
and which has means for holding the separated piece of textile 1' . The
transport direction of the first conveyor is shown at 5. The transport
direction of the second conveyor is as shown in Figure 1 orthogonal to the
drawing plane and shown in Figure 2 with the arrow 6. The transport planes
of both conveyors run mutually parallel and interspaced above each other.
The transport direction 5 of the first conveyor runs parallel to the
longitudinal extension of the continuous material 1, while the transport
direction of the second conveyor is oriented at right angles to the
longitudinal direction of the continuous material. The first conveyor
consists of a slide bar 7 for the continuous length of textile 1 and a
gripper 4, whereby the gripper 4 as indicated by the movement arrow 8 can
be moved towards and away from the slide bar 7.   2 4 0 C T 2002 WO
00/04218 PCT/DE99/01058 - 16 Between the slide bar 7 and gripper 4 there is
provision near the slide bar 7 for a separating device 9 by means of which
the continuous length of textile can be separated in order to produce a
single piece of textile 1'. In the embodiment the separating device 9 is
shown as a pair of scissors. This may be manually operated scissors or a
motor-driven rotary disc knife or even a pneumatic or motor-driven cutting
bar or the like. After cutting or simultaneously) the single piece of
textile 1' is released by the slide bar 7 and the gripper 4 and shifted by
a transfer device from the plane of the first conveyor into the plane of
the second conveyor. The transfer device consists of a clamping device 2.
The clamping device 2 consists of two pairs of clamping bars, one of which
is positioned above the continuous length of textile l and the other
underneath it, whereby the single piece of textile is held in place by
closure of the clamping bars of the clamping device 2. Subsequently the
clamping bars of the clamping device with the piece of textile 1' are moved
from the position shown with a dotted line in Figure 1 to the position
shown with solid lines. The clamping bars of the clamping device 2 hold the
single piece of textile at a slight distance from its lateral edges so that
the edges, which are at right angles to the transport direction 5, project
sideways from the clamping jaws. 



2 4 0 C T 2002 WO 00/0218 PCT/DE99/01058 - 17 The clamping device 2 is
moved into the plane of the second conveyor. Then the clamping device 2
with the clamping bars is moved towards the second conveyor and the second
conveyor is moved in the opposite direction towards the clamping device so
that these two elements are brought close together. The second conveyor
consists of endless conveyor belts 3. The bottom run of the conveyor belts
is braced on an opposite surface 10. As the clamping device 2 is arranged
beside the conveyor belts 3 of the second conveyor as shown particularly in
Figure 1, the two elements 2 and 3 can be brought close together in an
overlapping position without mutual interference or contact. Through this
arrangement it is possible to bring the piece of textile 1' held by the
clamping device 2 so close to the conveyor belts 3 of the second conveyor
that the leading edge in feed direction of the piece of textile 1' can be
practically abutted to the piece already taken off by the second conveyor.
As soon as the conveyor belts 3 of the second conveyor have gripped and
taken off the   2 4 0 C T 2002 WO 00/02 l8 - 18 PCT/D E99/0 ( 058 piece of
textile, the second conveyor 3 can again be moved away in conveying
direction from the clamping device 2 and likewise the clamping device 2
away from the second conveyor, whereby the clamping device 2 simultaneously
or subsequently is moved into the plane of the first conveyor so that it
can receive the continuous length of textile 1 and separate and transfer a
further piece of textile. The movement possibilities of the elements 2 and
3 and their individual parts are indicated by arrow 11. The bearing surface
10 on which each conveyor belt 3 is braced, is extended against the
transport direction (in Fig. 2 to the left) so that the edge of the piece
of textile can already be placed on this contact surface by the clamping
device 2 before the conveyor belt 3 actually engages the edge of the piece.
Both the take-off gripper (4) and the clamping device 2 may be
pneumatically actuated. 



The conveyor belts 3 can be driven synchronously, e.g. by electromotors or
the like. Figure 5 shows the adjustment possibility of the complete second
conveyor with the endless conveying element 3. The bottom run of the
conveying element 3 is guided parallel to the supporting area ( 10) and
rotates around deviating rollers and/or drive rollers.   2 ~ O C T 2002 WO
00/04218 PCT/DE99/01058 - 19 For taking over of a piece of material 1' the
complete unit with running conveying element 3 is moved left in the
drawing, e.g. by means of a rigidly mounted (at 27) linear drive (28).
After or during the takeover of the piece of material 1' the unit is moved
back to the base position shown in Figure 5. The conveying element 3 runs
continuously at constant speed. The device shown makes a method possible
whereby the separated piece of textile is each time moved up gapless or
almost gapless to the piece already being carried by the second conveyor so
that despatch of the single pieces in extremely close order to downstream
processing stations is possible. The drawings 3 and 4 show a core element
of the device for transporting a flat piece of material, e.g. a piece of
material from a continuous length of textile. The piece 1' is transferred
parallel to the bearing surface 10 by the first conveyor to the second
conveyor. The second conveyor consists of a continuous conveyor 12 with two
conveying elements, at a mutual and adjustable interspace at right angles
to the conveying direction 6) in the form of conveyor belts 3. Each
conveyor belt 3 is matched with a   2 4 0 C T 2002 WO 001042 l 8 



-20 PCT/DE99/O 1058 striplike bearing surface 10 extending parallel to the
conveying direction 6 on which the relevant conveying element (3) is braced
when during its rotation, edge portions of the piece of material 1' are
inserted between the conveying element (3) and the bearing surface ( 10).
The bearing surface 10 may also be formed by- the top run of a continuous
conveyor arranged under the piece of material 1' . Each of the two
conveying elements (3) is so guided and diverted that a buffer loop is
formed and that the deviation area 14 which extends against the transport
direction 6 can be moved from a base position in which the area 14 is
shifted right in Figure 3, to a transfer position parallel to the transport
direction 6 shown by way of example in Figure 3 while continuing to engage
the conveying element. A further conveying element 15 of a second
continuous conveyor is arranged close by parallel to the conveying elements
(3) of the first conveyor. The conveying elements 15 of the second
continuous conveyor are driven in the same transport direction and at the
same speed as the conveying elements (3) of the first continuous conveyor.
The deviation area 14 of the conveying elements (3) of the fast continuous
conveyor can therefore be moved back in the transport direction (6) from
the transfer position to the base position so that the piece of material 1'
is transported in transport direction by the conveying elements 15 of the
second continuous conveyor and the deviation area 14 braced on the piece of
material is moved back to the base position together with the corresponding
part of the conveying element 3.   2 4 0 C T 2002 w0 00/042 t 8 -21
PCTIDE99/0 t 058 The continuous conveyors are in both cases (elements 3 and
15) of the endless belt type. In particular the conveying elements in the
form of toothed belts feature gear rollers acting as deviating rollers 16,
17, 18 and 19 and guide rollers 20, 21 and 22 and also as drive rollers 23
driven by an electromotor drive 24. The conveying elements of the first and
second conveying device which are close to each other (elements 3 and 1 S
respectively and on the right and left side respectively viewed in
transport direction) are driven by the same drive 24. The two pairs of
conveying devices are driven synchronously and in the same direction by two
electromotors 24. Each conveying element 3 of the first continuous conveyor
is at its deviation end 14 which is opposite to the transport direction
diverted around a first deviating roller 16. The top run of the conveying
element running up to this first deviating roller is diverted twice around
a second 25 and third deviating roller 18, creating a loop, whereby the
first deviating roller 16 and the second deviating roller 25 which is
closest to it in relation to the incoming top run, can be jointly moved
from the base position opposite to the transport direction 6 to the
transfer position and back to the base position as indicated by arrow 26.
The bottom run descending in the; transport direction is always braced on
the bearing surface 10. For the detection of the position of the piece of
material 1' there may be installed near the   2 ~ ocr 2002 W O 001042 l 8
PCT/DE99/01058 



-22deviating roller 16 and/or near the deviating roller I7 a light barrier
for instance, by means of which the edge of the piece of material 1' can be
detected and actuators for the adjustment mechanism of the deviation area
14 can be switched on. During the adjustment of the deviation area 14
against the transport direction 6 the corresponding deviating rollers turn
more quickly, while the actual belt (3) rotates at constant speed. During
return to the base position the belt 3 continues to rotate at constant
speed. The whole system preferably operates at a belt speed of ca. 15 to 20
m a minute. The invention is not limited to the embodiment, but is variable
in many ways within the scope of the disclosure. All new disclosed
individual and combined characteristics disclosed in the description and/or
drawing are considered an essential part of the invention.   2 4 0 C T 2002
wo oo/0~z t 8 -23 Patent Claims: PCT/DE99/01058 1. Device for the
transportation of a flat piece of material) for instance a piece cut off 



a continuous length of textile, paper, cardboard, plastic, sheet metal or
foil, whereby the piece of material is transferred in horizontal
orientation from a first conveying device to a second conveying device)
characterised by the fact that the second conveying device essentially
consists of a first continuous conveying device of the band, belt or chain
type (I2) with at least one conveying element (3) or two conveying elements
(3) mutually interspaced at right angles to the conveying direction)
whereby a bearing surface (10) running parallel to the conveying direction
(6) is matched with each conveying element (3) and on which bearing surface
(10) the relevant conveying element (3) is braced when during its rotation,
parts of the piece of material ( 1' ) are inserted between the conveying
element (3) and the bearing surface (10)) that either each conveying
element (3) of the first continuous conveyor ( 12) is diverted at its
deviation end ( 14) which is opposite to the transport direction, around a
first deviating roller (16), and the top run of the conveying element (3)
running towards this first deviating roller ( I6) is diverted twice around
a second and third deviating roller (25, 18) creating a   2 ,~4 0 C T 2002
W O 00I04218 -24 PCT/DE99/01058 loop (13), whereby the first deviating
roller (16) and the second deviating roller (25) which is closest to it in
relation to the incoming top run, can be jointly moved against the
transport direction from the base position to a transfer position and back
to the base position, whereby the bottom run running in transport direction
is braced on the bearing surface ( 10), so that each conveying element (3)
is diverted and guided in such a way that a buffer loop is formed and that
the deviation area ( 14) of the conveying element (3) which area extends
against the transport direction, can be moved parallel to the transport
direction during the conveying element's (3) rotation) from a base position
against the transport direction (6) to a transfer position while continuing
to engage the conveying element (3), or that each conveying element (3)
with deviating roller and drive roller can be moved against the transport
direction of the conveyor element (3) during the rotation of the conveying
element (3) in transport direction (6)) parallel to the transport direction
(6) from a base position to a transfer position and subsequently back to
the base position by means of a rigidly mounted linear drive (28).   2 4 0
C T 20Q2 WO 00/042l8 -25 PCT/DE99/O 1 OS 8 2. Device as per Claim 1,
characterised by the fact that parallel to the conveying 



elements (3) of the first continuous conveyor ( 12) there is arranged close
to them a further conveying element ( 15) of a second continuous conveyor)
which conveying elements ( 15) of the second continuous conveyor are driven
in the same transport direction and at the same speed as the conveying
elements (3) of the first continuous conveyor ( 12) and that the deviation
area ( 14) of the conveying elements (3) of the first continuous conveyor (
12) can therefore be moved back in transport direction from the transfer
position into the base position, that the piece of material ( 1' ) is
transported by the conveying elements ( 15) of the second continuous
conveyor in the conveying direction (6) and that the deviation area (14) is
braced on the piece of material ( 1' ) and is engaged by the piece of
material ( 1' ) back to the base position at transport speed. 3. Device as
per one of the Claims 1 or 2, characterised by the fact that both
continuous conveyors are of the endless type. 4. Device as per one of the
Claims 1 to 3, eharacterlsed by the fact that both continuous conveyors
have toothed belts as conveying elements (3, 15)   2 4 0 C T 2002 WO 00/04?
18 PCT/DE99101058 -26 which engage with gear rollers acting as deviating
rollers and drive rollers. 5. Device as per one of the Claims 1 to 4,
characterised by the fact that the adjacent conveying elements (3, 15) of
the first and the second continuous conveyor in each case share a common
drive (24), whereby the drives of the two pairs of conveying elements are
driven synchronously and in the same direction. 6. Device as per one of the
Claims 1 to 5, characterised by the fact that the actuator for driving the
conveying element or the deviation area ( 14) extending opposite to the
conveying direction, is coupled to or controlled by a device by means of
which the presence of a piece of material ( 1' ) as well as the required
position of the piece of material ( 1' ) under the bottom run of the
conveying element (3) of the first continuous conveyor (12) can be
detected. 7. Device as per one of the Claims 1 to 6, characterised by the
fact that the actuator for driving the conveying element (3) or the
deviation area (14) extending opposite to the conveying direction (6), is
coupled to or controlled by a device by means of which the position of a
piece of material (1') under the bottom run of the  



2 4 0 C T 2002 WO 00/04218 PCT/DE99/01058 -27 conveying element ( 15) of
the second continuous conveyor can be detected. 8. Device as per one of the
Claims 1 to 7, characterised by the fact that the device consists of the
first discontinuously operating conveyor, by means of which a continuous
length of textile ( 1 ) can be removed from a storage point and the free
end of the continuous length to be cut is held, as well as of the second
continuously operating conveyor) whose transport plane runs parallel to and
underneath the transport plane of the first conveyor and which conveyor has
means for holding the separated piece of textile, whereby the transport
direction of the first conveyor runs parallel to the longitudinal direction
of the continuous material and the transport direction of the second
conveyor at right angles to the longitudinal direction of the continuous
material, whereby the first conveyor consists of a slide bar (7) for the
length of textile and a gripper (4), whereby the gripper (4) can be
adjusted towards and away from the slide bar (7) and there is between the
slide bar (7) and gripper (4) a separating device (9) by means of which the
continuous length of textile ( 1 ) can be separated into individual pieces
of textile and whereby, after or at the same time as the separating cut and
release by the first conveyor   2 4 0 CT 2002 WO 00I04? I 8 -28
PCT/DE99/01058 the separated piece of textile can be transferred and
delivered by a transfer device from the plane of the first conveyor into
the plane of the second conveyor and that the transfer device consists of a
clamping device (2), by means of which the edges of the separated piece of
textile, which edges are parallel to the transport direction of the second
conveyor (3) can be clamped at a distance from its edges in the plane of
the first conveyor and can be moved by the clamping device (2) to the plane
of the second conveyor (3) and that the clamping device (2) can be adjusted
in the plane of the second conveyor (3) towards and away from it and also
that the second conveyor (3) is adjustable towards and away from the
clamping device (2) so that the free edges of the piece of textile can be
brought into engagement with the second conveyor (3). 9. Device as per
Claim 8, characterised by the fact that the second conveyor (3) consists of
conveyor belts which are positioned in the direction of transport outside
the alignment plane covered by the movement of the clamping device (2) and
which press the edge of the piece of textile against the bearing surface (
10) which 



2 4 OCt 2002 W O 00/042 l 8 -29 is a component of the two conveyors.
PCT/DE99/0105 8 10. Device as per Claim 8 or 9, characterised by the fact
that the clamping device (2) consists of pairs of clamping bars. 11. Device
as per Claims 8 to 10, characterised by the fact that the clamping device
(2) and the conveyor (3) can be brought together in such a way that the
piece of textile, held at its edges by the clamping device (2), can be
transferred to the conveyor (3), whereby the transferred piece of textile
adjoins a piece of textile previously transferred to the conveyor (3). 12.
Device as per one of the Claims 1 to 11) characterised by the fact that the
bearing surface ( 10) is in the form of a flat supporting plate or a
supporting table. 13. Device as per one of the Claims 1 to 11)
characterised by the fact that the bearing surface ( 10) is in each case in
the form of a further continuous conveyor.  



2 4 0 C T 2002 WO 00I04? 18 PCT/DE99101058 -3 0 14. Method for the
transport of pieces of material, whereby by means of a first
discontinuously operating conveyor a continuous length of material is held
at the free end thereof and after being cut into single pieces, is
transferred to a second continuously operating conveyor whose transport
plane runs parallel to, horizontal with and underneath the transport plane
of the first conveyor. Following transfer of each single piece, the second
conveyor transports it, whereby the transport direction of the first
conveyor runs parallel to the longitudinal direction of the continuous
material and the transport direction of the second conveyor at right angles
to the longitudinal direction of the continuous material, whereby the
length of material enters the first transport plane, is held in a required
position) a piece is then cut off the continuous length, is held at the
edges by a clamping device either before separation or simultaneously and
is transferred to the second, lower transport plane, then is pushed in
transport direction towards the second conveyor, which conveyor is adjusted
against the direction of push so that the separated piece of material, its
transverse edge facing the second conveyor, is carried away adjoining a
piece of material carried by the second conveyor, whereby after   2 4 0 C T
2002 WO 0010218 PCT/DE99/01058 -31 transfer of the piece of material, the
second conveyor as it carries the piece of material, advances to its base
position in transport direction and the clamping device releases the piece
of material and returns to its base position against the transport
direction and is moved back into the first) upper transport plane.
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