or nore kinds of plenty scattered parts are successively fed out Qf an
automatic feed unit (10). The successive parts are then conveyed at a hj gh
speed by a conveyer belt (26). Then the conveying belt (26) is
automatically shifted down to a | ow speed when first parts detecting ans
(29) detects that a lead- 1ing end of the successive parts being conveyéd
at the high speed has arrived at a forward end of the con- veyer belt
(26). The conveyer belt (26) is AR8BRACGTo- nmatically stopped tenporarily
when second parts detecting neans (30) detects that the | eading end of
t he successive parts being conveyed has fallen froma turn end of the

conveyer belt (26% as shifted down to the | ow speed.
METHOD AND APPARATUB FOR SUPPLYING PARTS

One or more kinds of plenty scattered parts are
successively fed out of an automatic feed unit (10),
The successive parts are then conveyed at a high speed
by a conveyer belt (26). Then the conveying belt (26)
is automatically shifted down to a low speed when
first parts detecting means (29) detects that a lead-~
ing end of the successive parts being conveyed at the
high speed has arrived at a ﬁorward end of the con-
veyer belt (26). The conveyer belt (26) is then auto-
matically stopped temporarily when second parts
detecting means (30) detects that the leading end of
the successive parts being conveyed has fallen from a
turn end of the conveyer belt (26) as shifted down to
the low speed.

(FIG. 1)
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