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[5 7] ABSTRACT 
A method and apparatus for optimizing on-line pro 
duction -in' a bindery by providing a signature gather 
ing' machine in which hopper pockets‘ not being ‘uti 
lized in a production run may be made ready for the 
next production run without interrupting or interfering 
with the current production run. The individual hop 
per pockets may be removable and transportable to an 
off-line make-ready stand where'make-ready adjust 
ments may be made on each?pocket individually or the 
pockets not currently in use may remain on-line but 
disconnected from the machine drive and, through au 
tomatic controls, the necessary make-ready adjust 
ments are made at a single off-line pocket and trans 
mitted simultaneously to all on-line pockets. 

11 Claims, 9 Drawing Figures 
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METHOD AND APPARATUS ron OFF-LINE 
MAKE-READY 

This invention relates to equipment for producing 
magazines, books, catalogs or the like and, more partic 
ularly, to ,a method and apparatus for performing 
make-ready on such equipment while a production run 
is in progress thereby to minimizethe change-over time 
between production runs and increase ‘production out 
put. 

In the following speci?cation and claims it is to be 
understood that the word “magazine” is used to denote 
any material assembled from signatures and that the . 
term “gathering machine” is intended to include ma 
chines for both saddle gathering and ?at gathering. 

In magazine publishing there is an increasing desire ' 
by advertisers to direct their advertising at particular 
subscriber groups within a magazine’s total national 
subscription; To be responsive to this desire, the maga 
zine publisher is faced with the problem of providing 
different issues of the magazine containing different 
combinations of advertising for different subscriber 
groups which,_in turn, requires that for different groups 
of subscribers the magazine be made up of different 
combinations of signatures. In accordance with this ap 
proach, it is not at all unusual for a publisher producing 
a nationally distributed monthly magazine to produce 
50 or more distinct issues of the'magazine in one month 
with the content of these different issues being varied 
according to geographic and demographic subscriber 
information possessed by the publisher. In addition, 
newsstand copies of the magazine and special reserve 
copies ‘of each distinct issue would normally be pro 
duced. 

In addition to the multiplicity of issues required, the 
production run of a magazine based on geographic 
demographic information may be further complicated 
by the order in which the various issues are produced. 
For example, mail room requirements may dictate run 
ning all issues that are to go to a speci?c geographic re 
gion as a group before producing the issues for another 
geographic region. This means that each of the differ 
ent issues for a particular region must be run together 
with the newsstand issues for that ‘region and, thereaf 
ter, doing the same thing for each of the other regions. 

It is thus apparent that the production of a magazine, 
instead of being one long continuous run, is, in 
geographic-demographic geographicdemographic ar 
rangement, made up of a plurality of runs each rela 
tively short in length. 
As is well known in the bindery ?eld, with each run 

change the bindery equipment must be made ready for 
the 'next run. The speci?c changes that must be made 
in the equipment between runs vary depending on the 
type of equipment used and the variations in the signa 
tures used in the different runs and, accordingly, spe 
cific data on change-over or make-ready time is not 
available. However, it has been estimated, as a general 
proposition, that it requires approximately 30 minutes 
per hopper pocket of the gathering machine to effect 
a change-over when the size of the signatures from one 
run to the next is to remain the same. When different 
sized signatures are to be used in the next run, the 
make-ready time may be as high as one-half hour per 

' hopper pocket of the gathering machine. Of course, 
while the make-ready or change-over adjustments are 
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being made on the gathering machine, the entire pro- 5 
duction line is shut down. As aresult', the between run 
change-over time may be'a very signi?cant portion of 
both the total time required to produce one month’s 
issue of a magazine and the labor cost for producing 
that magazine. . 

It is the primary object of this invention to provide a 
method and apparatus for minimizing the between run 
change-over or make-ready time in a bindery system. 

‘In accordance with this primary object, the principles 
of this invention contemplate the use of a gathering ma 
chine in which the hopper pockets may be selectively 
and individually disconnected from the gathering ma 
chine drive, whereby a production run of a magazine 
may be made utilizing certain of the hopper pockets 
while others are disconnected and may be made ready 
for the next succeeding run. In accordance with one 
embodiment of the invention, each of the hopper pock 
ets are removable from the gathering machine and an 
off-line make-ready stand is provided at'which each of 
the hopper pockets not in use may be set up and made . 
ready for the next succeeding run. In accordance with 
vanother embodiment of the invention, an off-line 
make-ready stand is provided with one off-line pocket 
being used as a standard for the adjustments ‘required 
for the next succeeding run. The adjustments made on 
the off-line pocket may be stored and, upon completion 
of the run then in progress, all hopper pockets on-line 
that are to feed the same type of signatures may be ad 
justed automatically in accordance with the adjust 
merits previously established on the off-line pocket. 
These objects, features and aspects of the invention, 

as well as others, will be more apparent‘ upon a com 
plete reading of the following description which, to 
gether with the attached drawings, discloses but certain 
preferred forms of the invention. 
Referring now to the drawings wherein like reference 

numerals indicate like parts in the various views: ‘ 
FIG. 1' is a simpli?ed schematic ?ow diagram of a sys 

tem' for producing magazines in accordance with the 
. principles of this invention. 
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FIG. 2 is a schematic perspective view of a signature 
gathering line and illustrates the removability of selec 
tive pockets from the line for off-line make-ready. 
FIG. 3 is a perspective view of a portion of the gath 

ering machine of FIG. 2. 
FIG. 3a is a fragmentary enlarged view illustrating a 

portion of the apparatus of FIG. 3 designated by the 
line 3A in FIG. 3. ' 
FIG. 4 is a perspective view of the off-line make 

ready stand. 
FIG. 5 is a schematic view of the drive to the hopper 

pockets in the gathering machine. 
FIG. 6 is a view of a typical inserter which may be 

used as the gathering machine. 
FIG. 7 is a fragmentary view of a servo-operated ad 

justment of a portion of the inserter of FIG. 6. 
FIG. 8 is a schematic top plan viewv of a servo control 

for the side guides of the hopper in the inserter of FIG. 
6. 
FIG. 9 is a schematic circuit diagram for automati 

cally adjusting on-line pockets. 
Referring now more in detail to the drawings and par- I 

ticularly FIG. 1, there is illustrated a schematic flow di 
agram of atypical system for producing magazines. 
That system includes a gathering machine 10 having a 
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plurality of pockets adapted to contain different sets of 
signatures. A gathering chain or conveyor 12 is adapted 
to-receive signatures from the gathering machine 10 
and convey the signatures to a stitcher 14, a‘ trimmer 
16, a labeling station 18 and a~town sort stacker 20. 
The gathering machine 10 may either be an inserter 

for saddle gathering or a gatherer for ?atgathering. 
However, for purposes of illustrating a speci?c embodi 
ment, the gathering machine disclosed hereinafter will 
be an inserter. ' t 

The setsof signatures to make up the various editions 
of the magazine are placed in the various pockets of the 
gathering machine 10. Each pocket includes a hopper 
which serves as a storage for the signatures and a suit 
able feed out mechanism such as av shaft driven rotary 
drum which may be of the type disclosed in US. Pat. 
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Nos. 2,251,943 and 2,855,195, both assigned to the as- - 
signee herein. As disclosed in those patents, the feed 
out mechanism is operative to feed out one signature 
from each pocket on to the conveyor or chain 12 for 
each cycle of the gathering machine 10. i ', 
Gathering machinesv of the type ‘disclosed in the 

aforementioned patents normally require various 
make-ready checks and adjustments before a run is 
commenced. Examples of some of these make-ready 
checks and adjustments are the following: ' 

1. Checkmain drum gripper height at moment of 
closing. 

2. Check the “vacuum on” setting of the sucker. ’ 
3. Check the main drum grippers in vacuum off set 

ting. ' 

j. 4. Check and adjust the feed hopper settings. 
5. Check main drum grippers for fully closed posi 

t1on.- ' ' 

6. Check register stop pressure rollers. 
7. Check transfer drum grippers for adequate clamp 

. ing pressure. 

8. Check the opener drum grippers for proper' ten: 
sion in fully closed position. 

-- 9. Adjust the inserter for reverse lap if necessary. 
As a speci?c example of two such adjustments, refer 

ence may be had to FIG. 6 in which there is schemati 
ca-lly illustrated one form of a saddle inserter. As illus 
trated, the inserter includes a hopper 22 having a pair 
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tion and, by suitable indicia on the arcuate piece 44, 
the position of the arm may be visually indicated. 

It is to be understood that both the adjustment of the 
side guides 24 and the adjustment of the stop 32and 
gripper cam'42 are merely illustrative of the type of 
make-ready checksland adjustments which‘ must be 
made before the inserter is placed in operation. 
Referring now to FIG. 3, a typical station in the gath 

ering machine 10 is illustrated. As shown, each of the 
inserter pockets includes a pair of side frames 46 with ' 
the two side frames being arcuately recessed at 47 to 
be received over and supported on a central conduit or 
pipe 48 which may‘ run the length of the inserter 10. 
The pipe 48 may be used for housing the vacuum, air 
and electrical connections for each pocket. According 
to one form of the invention, each of the pockets is de 
signed to be removable. To this end, the frames v46 are 
retained .in position by suitable threaded disconnect 
fasteners 50. By releasing the fasteners 50, each of the 
pockets may be removed from the gathering. machine 
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of side guides 24 (only one of which is shown). A suc- - 
tion extractor 26 is adapted to pull down the adjacent 
edge of the bottom signature in stack S so that a gripper 
28 carried on a rotating drum 30 may withdraw the sig 
nature from the stack. The gripper carries the extracted 
signature around the drum to a stop 32 where it is re 
leased and, in a manner well known in the art, picked 
up by a transfer drum 34 which, in'cooperation with an 
opener drum 36, opens the signature and deposits it on 

_ a saddle 38. ’ 

It will be appreciated that, depending on the size of 
' the signatures, the side guides 24 must be adjusted in 
‘ ward or outward to accommodate the particular signa 
tures to be stacked in the hopper 22. In addition, de 
pending on the width of the signatures, both the-posi 
tion of the stop 32 and the point at which the gripper 
28 releases the signature must be adjusted. With the 
particular inserter illustrated inVFIG. 6, this latter ad 
justment may be accomplished by shifting the arm 40 
and an associated gripper cam 42 about the axis of the 
drum 30. A slot in an arcuate piece 44 is provided so 
that the position of the arm 40 may be secured in posi 
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> vThe inserter further includes a drive shaft 52 from 
which each of the pockets is driven. The drive to each 
pocket from the shaft 52 may be taken off in any suit 
able manner with a drive chain 54 being illustrated. 
The drive from the drive chain 54 is connected to the 
pocket drive shaft by a suitable single position clutch 
of any known construction such as a positive engaging 
jam clutch illustrated at 56in FIG. 5. The clutch, when 
disengaged,’ permits the removal of the particular 
pocket without interfacing with the drive to the remain 
ing pockets in the gathering machine. As shown in FIG. 
5, adjacent pockets may be driven from a common 
drive chain 54 with individual solenoids 58 used to se 
lectively clutch in or out each of the pockets. 

It will be appreciated that with separate clutches for 
each of the pockets, any pocket not currently in use 
may be declutched and at least make-ready checks and 
adjustments can be performed on that pocket while it 
remains on line. However, the pocket cannot be driven 
to test feed signatures while a production run is in prog 
ress, and certain on the run adjustments can not be 
made. Accordingly, to enable all make-ready checks 
and adjustments to be made on an inactive pocket, as 
well as to test feed that pocket, the principles of this in 
vention contemplate the use of an offline make-ready 
stand 60 such as that illustrated in FIG. 4. This off-line 
make-ready stand is essentially a duplication of a por 
tion of the inserter but positioned off-line so that 
checks and adjustments can be made on each pocket 
without interfering with the production run. To trans 
port the pockets from the gathering machine 10 to the 
make-ready stand .60, suitable equipment, such as the 
overhead crane 62 shown in FIG. 2, may be employed. 
A pocket ‘that is to be made ready for the next run may 
be removed from the line simply by releasing the con 
nectors 50, disengaging the associated clutch S6 and 
releasing the quick connect couplings for the vacuum, 
air and electrical connections. Thereafter, by the crane 
62, the pocket may be lifted out of position and trans 
ported to the make-ready stand 60 where it can be re 
connected and made ready for the next run. 

It will be noted that the station or location in the 
gathering machine from which a pocket is removed 
may be replaced with another pocket previously made 
ready at the make-ready stand. By having more pockets ' 
than stations and alternating certain of these pockets 
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between the inserter and the make-ready stand, fewer 
inserter stations are required and all stations of the in 
serter may be used for each production run. Thus, 
while 13 stations a-m are shown in FIG. 1,_ additional 
hopper pockets may be provided. For example, if a 

- thirteen signature magazine is to be produced with up 
to three signatures varying from one issue to the next, 
three extra pockets may be used to permit all make 
ready adjustments to be performed in advance of each 
run and while all stations at the gathering machine are 
in operation. When a change-over is to be made, the 
previously made ready pockets at the make-ready stand 
are substituted for the appropriate pockets in ‘the gath 
ering machine and production can commence immedi 
ately. 
At the make-ready stand, all adjustments that may be 

required to ready the pocket for the next production 
run may be made. In addition, signatures to be fed from 
that pocket may be placed in the pocket and test runs 
made at operating speeds both to verify the proper ad 
justments and to make those adjustments which must 
be made on the run. ' 

In addition to make-ready adjustments, the make 
ready stand may also be utilized to check each pocket 
for incipient failure and excessive wear. To this end a 
diagnostic device 64 is provided. This diagnostic device 
may be provided with ~various types of equipment de 
pending on the investigations to be made. For example, 
the device may be provided with thermocouples or 

- other types of heat probes which may be connected to 
the bearings to investigate the condition of the bearings 
in the pocket before it is placed back on the line. Also 
the vacuum at the suckers may be checked by a trace 
comparison in which the vacuum at each sucker is 
traced and‘ compared with a standard. 
Once a pocket has been made ready and checked at 

the make-ready stand, it may then be placed back on 
line, secured by the fasteners 50 and all electrical, vac 
uum and air connections reconnected. Thereafter, 
when a run is to be made utilizing that particular 
pocket, all that is required is to re-engage the clutch 5 
and the pocket is ready for operation. , _ ' 

An alternative approach to off-line make-ready is to 
use as a standard a single off-line pocket on which the 
make-ready checks and adjustments are made and,‘ 
thereafter, through appropriate control circuitry, es 
tablishing the same settings on each on-line pocket. 
This may be accomplished, for example, by associating 
a servo device with each element of the pocket requir 
ing adjustment and, based on the settings and adjust~ 
mentsrat the off-line pocket, actuating the servo de 
vices to establish the same settings or adjustments on 
the on-line pockets. To this end, FIG. 7 illustrates a bi 
directional motor 66 which drives an adjusting screw 
68 connected to the lever arm 40 such that by appro 
priate actuation of the motor 66, the lever arm 40 may 
be selectively positioned to establish the correct setting 
of the adjustable stop 32 and the gripper cam 42. 
FIG. 8 illustrates a similar technique for controlling 

the adjustment of the side guides 24. More particularly, 
the two side guides are supported for sliding movement 
toward and away from each other on a support shaft 70 
carried by the hopper frame. Adjusting screw 72 
threadingly engages with left and right hand threads the 
two side guides 24. By rotating the adjusting screw 72, 
the two side guides are moved toward or away from 
each other. A bidirectional DC motor 74 is provided 
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'6 
for rotating the adjusting screw 72 and a position sens 
ing potentiometer 76 is operatively associated with the 
adjusting screw 72, with the potentiometer measuring 
and providing electrical information regarding the posi 
tion of the side guides 24. 
FIG. 9 is a schematic control circuit for controlling 

the side guides. It will be appreciated that similar cir 
cuits may be employed for controlling the control arm 
40 as well as the other elements of the inserter. 
The circuit of FIG-9 contemplates a hopper pocket 

located at the make-ready stand, which pocket may ei 
ther be a pocket removed from the gathering machine 
or a standard pocket which is retained at the make 
ready stand'solely for purposes of making off-line ad 

15' justments. In any event, the off-line pocket, like the on 
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line pockets, has a side guide adjusting mechanism of 
the type shown in FIG. 8. ' 
The circuit of FIG. 9 has an analog-to-digital con 

verter for converting the analog signal from the posi 
tion indicating potentiometer of the standard pocket to . 
digital form for convenience of storage and data han 
dling.‘ It also has data registers for storing the digital 
data and has gates for gating data into and out of the 
data registers. The circuit further includes a digital-to‘ 
analog converter for reconverting the digital data 
stored in the data registers to analog form for use as po 
sitioning command signals to the motors 74 associated 
with each of the on-line pockets. 
The details of the circuit will be described in connec 

tion with the following description of operation. 
The side guides 24 of the off-line pocket are adjusted 

either by manually rotating the screw 72 or through ro 
tation of the screw by its associated motor 74 until the 
proper setting is obtained. Thereafter, a signal from the 
position indicating potentiometer 76 associated with 
the off-line pocket is connected via terminal F to an 
analog-to-digital converter 80 which converts the infor 
mation to digital data form. The digital data is then 
transmitted over multiple lines to data registers and 
gates 82 where the data are gated into the data registers 
forv storage. ’ ' 

The stored information is retained until it is desired 
to adjust the on-line pockets. At that time, the informa - 
tion stored in the data registers 82 is gated back out of 
the register and transmitted to a digital-to-analog con- ' 
verter 84. The output of that converter is an analog 
voltage signal which stands on a bus K. Bus K is con 
nected to terminal T of all of the on-line pockets. The 
operator selects which of the on~line pockets are to re 
ceive the voltage signals standing on the bus K by actu 
ation of suitable selector switches S1, S2, S3, etc. 
Thereafter, a starting push button 86 is depressed and 
an OR circuit 87 receives a signal at one of its inputs. 
An output current from the OR circuit energizes a relay 
coil 88 which causes the relay to close its contacts and 
apply the output voltage of an amplifier 89 to the re 
versible motor 74' of a selected pocket. Because the 
output voltage of the ampli?er is also directly con 
nected to a second input of the OR circuit and to a 
third input of the OR circuit through an inverter 90, the 
relay 88 remains energized even after the push button 
is released so long as the output voltage of the ampli?er 
is not zero. Consequently, a non-zero voltage of either 
polarity at the reversible DC motor 74 will energize the 
output of the OR'circuit and hold the relay in an ener 
gized state. At the earliesttime thereafter at which the 
output of the amplifier becomes zero, and assuming the 
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push botton has been released by the operator, the out 
.put signal ‘from the OR- circuit becomes zero, deener- _ 
gizing the relay and disconnecting the motor from the 
ampli?er. ' ' ‘ 

Being connected to the output of the amplifer, the 
motor operates in one direction or the other in accor 
dance with the polarity of the voltage applied to it by 
the ampli?er. ‘The polarity of the output voltage to the 
ampli?er is, in turn, determined by the relative values 
of two input signals applied to it which are effectively 
subtracted at the ampli?ers'input. One of the signals 

' represents a desired setting of the side guides 24 as de 
termined by the position of the potentiometer 76 asso 
ciated with the off-line pocket while the other signal is 
derived from th position potentiometer of the on~line 
pocket. When the motor 74 associated with the on-line 
pocket has moved its associated side guides to a posi 
tion corresponding to-the setting of the potentiometer 
on the off-line pocket, the voltage of the on-line poten 
.tiometer is equal inmagnitude and opposite in direc 
tion to that of the ‘off-line potentiometer and the net 

. current from the two signals, which is the current which 
flows'in the feedback resisterR, is zero. The ampli?er’s 
output voltage is therefor zero, the relay 88 opens its 
contacts because its holding circuit through the OR 
gate now has zero voltage and the on-line motor 74 
stops operating. ‘ 

- Instead of storing the position information in the data ' 
register 82, an alternate approach would be to use ei 
'ther punched cards or magnetic tape as a storage 
means. As shown in FIG. 9, a card punch unit 92 is pro 
vided forreading out data from the data registers onto 
cards. A card reader 94 is also provided whereby the 
card punched by the card punch device 92 may be in 
ser'ted‘in the card reader 94 and the card reader than 
enters the card data into the data register 82; The 
punched cards may include not only information as to 
the desired settings but also data asto which of the on 
line hoppersis to be adjusted. ,To this end, certain stor 
age locations' in ‘the data register 82 may be used to 
control the output lines D which connect to the OR 
gate-to select the on-line hoppers that are to be ad 
justed. A manual-automatic selector switch 96 may be 
vincluded in the circuit ‘to enable either the automatic 
selection of ‘hopper'pockets or manual selection of the 
hopper pockets by use of the selector switches S1, S2, 
etc. ‘ ' - - 

The use of storage means such as cards or magnetic 
tape is particularly desirable where runs are made by 
geographic area since it may be necessary with such a 
production .approach’to produce the- same magazine 

1 several different times during the'production run. By 
storing the settings on cards or tape, the settings can be ' 
duplicated for as many different runs as may be re 
quired without the necessity of repeating the make 
ready adjustments on the hopper at the‘make-ready 
stand. - > 

It will'be appreciated that instead of storing the infor- 
mation regarding the appropriate settings either in data 
registers‘ of in the form of punched cards or tape, the 
settings on the off-line pocket may be transmitted di 
rectly to the on-line pockets. in this event, the analog 
to-digital converters and the data registers shown in the 

_ circuit of FIG. 9 may be eliminated. 6 
From the foregoing,‘ it will be apparent that the de 

scribed method and apparatus for performing off-line 
make-ready permits a wide variation of approaches, all 
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, of which enable a user‘ to minimize the change-over 
time between production runs and thereby optimize the 
productivity of the bindery lines. It is to be understood 
that the speci?c inserter, as well as the illustrative 

5 make-ready adjustments speci?cally disclosed, have 
been described merely for purposes of facilitating an 
understanding of the invention.- Other types of insert 
ers, as well as gatherers for ?at gathering, and other 
make-ready adjustments may be used without depart 
ing from the principles of the invention. Accordingly, 
neither the illustrated embodiments nor the terminol 
ogy employed in describing them is intended to be lim 
iting; rather, it is intended to be limited only by the 
scope of the appended claims. I 

Having thus described the invention, what is claimed 
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VI. A system for production gathering of signatures for 
magazines or thelike comprising ' 

an on-line gathering machine having a base, a plural. 
ity of feeder stations on the base with each feeder 
station including a hopper for storing signatures in 
a stack and feed means for withdrawing signatures 
from the stack, chain means movable along the 
base beneath said feeder stations to receive the sig 
natures and drive means for synchronously operat 
ing said chain means and said feed means, 

each of said feeder stations including setting means 
for adjusting the feeder station to accommodate 
variations in the signatures to be fed therefrom, 

an off-line make ready stand comprising a base hav 
ing at least one feeder station position and chain 
means movable along the base beneath said feeder 
station position, 

a feeder station at said otT-line stand including a hop 
per for storing signatures in a stack, feed means for 
withdrawing signatures from the stack and setting 
means for adjusting said ‘feeder station to accom 
modate variations in the signatures, 

drive means for synchronously operating said chain 
means and said feed meanson said off-line stand 
independently of said on-line' gathering machine 
whereby make ready operations to establish the 
settings of the feeder station on said off-line stand 
may be performed while said gathering machine is 
being operated, and i - ' _ a 

means for transmitting the settings of said feeder sta 
tion at said off-line stand to at least selected ones 

' of said feeder stations on said on-line gathering ma 
50 chine. . ‘ - ' ' > 

_2. The system of claim 1 and further including means 
for selectively disconnectingat least selected feeder 
stations on said on-line gathering machine from said 
drive means whereby said gathering machine may be 
operated independently of the disconnected feeder sta 
tions, and 

said transmitting means includes station selector 
means for selecting the feeder stations on said on 

. line gathering machine for receiving the settings to 
be transmitted by the circuit means. 

3. The system of claim 1 wherein said transmitting 
means includes 
storage means for storing the settings of said feeder 

station at said off-line stand, and 
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said on-line gathering machine to receive the set 
tings transmitted from said storage means. 

stationyselector meansfor selectingthe stations on‘ 
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4. The system of claim 1 wherein each of said feeder 
stations on said on-line gathering machine includes a 
frame supporting said hopper and said feed means and 
releasable fastener means for releasably securing said 
frame to said gathering machine base 

said feeder station position on said off~line make 
ready stand being adapted to receive said detach 
able feeder stations from said on-line gathering ma 
chine, and - ' 

means for transporting feeder stations between said 
gathering machine and said off-line stand. 

5. The system of claim 1 wherein said setting means ' 
for said feeder station on said off-line stand includes 
means for generating electrical signals indicative of the 
settings established at said feeder stations, 
7 said setting means for said feeder statons on said on 

line machine including means responsive to electri 
cal signals for adjusting the settings of said feeder 
stations, and ' ' 

said transmitting means comprises circuit means for 
transmitting electrical signals from said feeder sta 
tion at said off-line stand to said feeder stations on 
said on-line machine. 

6. The system of claim 5 wherein said transmitting 
means includes 
storage means for storing the electrical signals gener 
ated at said off-line feeder station. 

7. The system of claim 5 wherein said transmitting 
means further includes 

station selector means for selecting the feeder sta 
tions on said on-line machine for receiving the 
transmitted signals. 

8. The system of claim. 7 and further including means 
for selectively disconnecting feeder stations from said 
on-line gathering machine drive means whereby said 
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Mi 
gathering machine may be operated independently of 
the disconnected stations. - 

9. A method of make ready for the production gath 
ering of signatures for magazines or the like by using an 
on-line gathering machine having a plurality of feeder 
stations with each feeder station including a hopper for 
storing‘signatures in a stack and feed means for with 
drawing signatures from the stack, chain means mov' 
able along the base beneath said feeder stations to re 
ceive signatures and drive means for synchronously op 
erating said feed means and said chain means, each of 
said feeder stations including setting means for adjust 
ing the feeder station to accommodate different sizes 
and types of signatures to be fed therefrom, said 
method comprising the steps of: ' 
operating the gathering machine to feed signatures 
from selected feeder stations to make up a produc 
tion run of the magazine, 

while the production run is being made, performing 
make ready operations on a feeder station at an off 
line position to establish the settings for a feeder 
station to feed a particular type of signature to be 
used in a subsequent production run, and 

transmitting the settings established at the off-line 
position to the on-line machine adjusting each of 
the on-line feeder stations that are to feed said par 
ticular type of signature. - 

10. The method of claim 9 wherein the ‘step of trans 
mitting is performed as the settings are established at 
the off-line position. 

1 l. The method of claim 9 wherein the settings estab 
lished at the off-line position are ?rst stored and then 
transmitted to the on-line station. 

* >i< * * * 


