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14 Claims.

This invention relates to a machine for meas-
uring and sorting soles, heel lifts, taps and other
blanks of the type used in shoe making.

A machine of the class indicated is shown and
described in my Patent No. 2,123,136 granted July
5, 1938, and the principal object of my present
invention is to improve the construction and
mode of operation of machines of the class indi-
cated. It is also an object of this invention to
provide an efficient machine of the class referred
to which will operate automatically to accurately
and rapidly measure the blanks and sort them
according to their thicknesses.

To these ends I have provided a machine for
measuring and sorting blanks, said machine be-
ing constructed and operating as set forth in the
following description, the several novel features
of the invention being separately pointed out and
defined in the claims at the close of said de-
seription.

In the accompanying drawings:

Figures 1 and la, joined at the lines I—I ap-
pearing thereon, make up a plan view of my
improved machine.

Pigures 2 and 2q, joined at the lines 2—2 ap-~-

pearing thereon, present a side elevation of the
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distributing mechanism of my improved ma- »

chine.

Figures 3 and 34, joined at the lines 3—3 ap-
pearing thereon, present a longitudinal sectional
view of the distributing mechanism.

Figure 4 is a section on line 4—4 of Fig. 1.

Figure 5 is a detail, hereinafter described, re-
lating to the measuring mechanism.

Figure 6 is a partial section on line 6—6 of
Pig. 1.

Figure 7 is an end elevation of the machine as
viewed from the bottom of Fig. 1.

Figure 8 is a section on line 8—8 of Fig. 7.

Figure 9 is a detail, in elevation, illustrating
the construction of the delivery rolls, hereinafter
described, by which the measured blanks are de-
livered to the distributing mechanism.

Figure 10 is a section on line 19—18 of Fig. 9.

Figure 11 is a plan view of one of the gates of
the distributing mechanism hereinafter de-
scribed.

Figures 12 and 13 are details relating to the
controller-setting mechanism hereinafter de-
scribed.

Figure 14 shows somewhat enlarged a portion
of the controller-setting mechanism that is illus-
trated in Fig. 13.

Figure 15 is a section on line 15—I5 of Fig. 14,
illustrating the construction of a pair of latches,
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hereinaffer described, forming part of said mech-
anism.

Figure 16 is a section similar to Fig. 15 but
showing the pair of latches in their retracted or
inoperative positions.

Figure 17 is a section on line {1—I7 of Fig. 14
with the adjustable stop arm 98 omitted.

Figure 18 is an edge view of the ratchet seg~
ment forming part of the stop arm 98.

Figure 19 is a diagram illustrating the electric
circuits provided for the switches and solenoids
hereinafter referred to.

Figure 20 is an elevation of a portion of the
measuring mechanism showing the pawl and
ratchet devices thereof.

The embodiment of my invention, herein illus-
trated, comprises a hopper that is indicated gen-
erally at A (Figs. 1 and 7), a thickness measur-
ing mechanism that is indicated generally at B
and a distributing mechanism that is indicated
generally at C.

During - the operation of the machine the
blanks, herein shown ag leather soles, are moved
forwardly one at a time from hopper A, through
the measuring mechanism B and delivered on to
a grid-like shelf or platform 10 at the entrance
end of the distributing mechanism, said blanks
moving along a path that is coincident with the
section-indicating line 4—4 of Fig. 1. During the
passage of each blank through the measuring
mechanism B it is measured for thickness by the:
latter, and said mechanism automatically con-
trols or sets the distributing mechanism so that
the sole is delivered by the latter infto one or the
other of a series of bins I (Figs. 2, 2a, 3 and 3a)
according to its thickness as determined by the
measuring mechanism B. That is, the blanks
vary in thickness and those of one thickness are
segregated from those of other thicknesses by
being automatically delivered into that one of
the bins [ allotted to blanks of that thickness.

The distributing mechanism includes a contin-
uously moving carrier comprising a pair of end-
less chains 12, 12 (Figs. 1, 1a, 3, 3¢ and 7) to
which the opposite ends of a plurality of pairs of
cross-bars 12—15 are fastened.

After a blank has been delivered on to the
grid-like platform or shelf 10 of the distributor,
as shown in Figs. 1 and 3, it occupies a position
in the path of an approaching cross~bar {3 which
is in the form of a rake by which said blank is
engaged and carried to its destination within one
of the bins 11. ‘

The upper end of each bin I1 is normally
closed to the entrance of blanks by a pivotally
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supported gate 14 (see Fig. 11 alsc) that is nor-
mally held in clossd position by gravity. The
gates {4 are all disposed in a horizontal row and
make up a slideway over which each blank is
slid by one of the rakes {3 to its bin, excepting
those blanks which are delivered into the first
bin that is nearest to the shelf or platform (9.

Each cross-bar 15 is positioned a predeter-
mined distance in front or ahead of its comple-
mentary rake (3 and adjustably mounted there-
on is a slide 15 (Figs. 1, 2, 3, 3a¢ and 7) provided
at its one end with a cam 7, and adjacent to
said cam with a truck or roll 18 mounted upon
one side of the slide 16 in position to cooperate
with an adjustabkle controller 19 that is pivotal-
ly supported at 29 on the frame of the machine.
A leaf spring 2| (Itigs. 1 and 7) presses yielding-
ly against slide (6 to frictionally hold the same
in its different adjusted positions.

The roll or truck {8 on each slide {8 also co-
operates with a fixed cam 22 (Fig. 1la and 3a)
on the frame of the machine as will presently
be described.

Each gate 14 is made with an upwardly pro-
jecting inclined arm 23, and the arms of the sev-
eral gates are, as shown. in Figs. 1 and 1la, rela-
tively offset with respect to ocne angther so that
the cam {7 on each crcss-bar {5 can only en-
gage one of the arms 23 as said cross-bar and
cam move toward the right in Figs. 3 and 3a.

As a rake 13 approaches platform I8 to en-
gage the blank resting thereon (Figs. 1, 3 and
7), the controller §8, whose position has just
been automatically determined by the measuring
mechanism B according to the thickness of said
blank, acts through the truck or roll 18 of the
cross-bar 13 immediately in front of said rake
to position the slide 16 on said cross-bar so that
the cam 17 of said slide will later engage the
arm 23 of the gate 14 at the top of the bin (i
into which blanks of that thickness should be
delivered.

Thus, as said blank is carried along the slide-
way by the rake the cam (7T immediately ahead
of the rake will act through the arm 23 for
which it has been set by controller {9, to open
the gate of said arm by forcing the latter down-
wardly. Therefore, when the blank arrives at
the opened gate, it will be deflected by the latter
downwardly into the bin that is normally closed
by said gate. This will be clear from Fig. 3a
which shows one of the gates {4 held open by
the cam {71 of cne of the cross-bars {5 with its
following complementary rake 13 about to shove
a blank into its proper bin {1.

Continued movement of the carrier brings the
cam bar {5 and its complementary rake 13 into
the upper return stretch of the carrier and as
the bar {5 passes the stationary or fixed cam
22, referred to above, the latter engages the roll
or truck 8 on the slide {6 of said cross-bar 15
" and adjusts said slide I8 outwardly to the limit
of its movement toward the adjacent chain (2.
This re-setting cf the slide {8 occurs as the cross-
bar '8 and its complementary rake 3 start to
traverse the upper stretch of the carrier on their
way back toward the platform or shelf 18.

The chains {2 of the carrier are supported
at one end of the distributor mechanism by a
pair of sprockets 24 fast on a shaft 25 journaled
in bearings on the frame of the machine, and
by a pair of sprockets 28 at the opposite end
of the distributor which are fast on a shaft 27
that is continuously driven in the direction of
the arrows (Pligs. 1 and 3).
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The shaft 27 also carries a sprocket 28 (shown
in Fig. 7 but cmitted in Fig. 2) connected by
a chain 29 with a sprocket 30 fast on a shaft
2!, the latter being driven through spur gears
32 by a shaft 33. This shaft 33 carries a sprocket
24 driven through a chain 28 by a sprocket 3%
fast on the armature shaft of a motor 37. This
motor 37 also continuously drives the shaft of
the upper measuring rcll of the measuring mech-
anism B, as usual.

The controller i9 is automatically adjusted on
its pivot 20 in a clockwise direction (Fig. 1) ac~
cording to the thickness of the blank being de-
livered on to platform I8 just before it is en-
gaged by the roll 18 of one of the cam slides 16
and, therefore, when adjusted for the thinnest
blank it will occupy an operative cam-adjust-
ing position nearest to the measuring mechanism,
and when adjusted for a blank of maximum
thickness it will be at the limit of its move-
ment away from the measuring mechanism.

The arms 23 of the gates are, therefore, off-
set progressively toward the right (Fig. 1) start-
ing with the arm nearest the measuring mech-
anism B, so that the thinnest blanks will be
delivered into the bin i1 nearest platform 10
while the thickest sorted blanks will be delivered
into the bin (1 farthest from platform 18. The
blanks délivered into the end bin ifa are not
sorted and will be comparatively few in number,

The construction and operation cf the meas-
uring mechanism B is, with some exceptions, the
same as with the well known Nichol’s grading
machine such as is shown and described in U, 8.
Patent to Johnston, No. 1,945,858, dated Pebru-
ary 6, 1934. Other patents relating to this class
of machine are U. S. Patent to Cogswell No.
1,686,487, dated October 2, 1928, and Nichol's
Patent No. 1,582,140, dated April 27, 1925,

Machines of this class comprise a pair of
continuously driven measuring or detecting rolls
38 (Fig. 4) to which the blanks are fed one at
a time automatically from hopper A and during
the passage of each blank through the machine
it raises a drop-roll 39 to start the measuring
action and said roll is held by the blank in an
elevated position until said blank is removed
from the machine, such removal being hereto-
fore effected manually.

When the blank is removed from the measuring
mechanism the drop-roll 39 falls and acts
through the usual mechanism to occasion cne
revolution of a shaft 48 which is normally at
rest. This revolution of shaft 43 acts through

- the usual feed mechanism to feed forward the

lowermost blank within hopper A.

In the present machine the fall of drop-roll
38 off from the rear end of a blank acts through
the usual feed mechanism to start the next blank
forward from hopper A as heretofore, but the
present invention provides for the automatic dis-
charge of the blank from the measuring mecha-
nism on to platform (0 as scon as the rear end
of the blank clears the measuring rolls 38.

Also, means is herein provided through which
the distributor mechanism acts aubtomatically
at times to delay the fall of the drop-roll 39
thereby to maintain the movements of the rakes
{3 past the platform 18 in properly timed re-
lation with the delivery of blanks on to plat-
form {9.

That is to say, when operating upon blanks
of greatest length, this automatic delay of the
fall of drop-roll 39 may not be required or oc-
cur, but in operating upcn blanks of lesser
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length such delay is automatically effected for
the purpose stated.

The means for thus automatically controlling
the fall of drop-roll 39 comprises a hook 41 de-
pending from one end of a short shaft 42 jour-
naled in a bearing provided on the frame of the
distributor mechanism. The lower end of this
hook 41 occupies a position alongside of the
usual arm &3 which carries the drop-roll 33, and
a spring 44 (Fig. 3) yieldingly urges the hook
&1 toward and against the arm 43, At its oppo-
site end the short shaft 42 carries a depending
arm 45 connected by trip-shoe link 46 with a
relatively parallel arm 471 pivotally supported
at 48 on the frame of the distributing mecha-
nism.

When a blank under maximum length is moved
out from beneath drop-roll 39 as described later,
the arm 43 thereof is caught and held in ele-
vated position by the hook 41 which delays the
start of the next blank forward from hopper A
until a cam bar (5 of the distributor carrier
acts through trip-shoe link 46, arm 45 and short
shaft 42 to swing the latch hook 41 aside, where-
upon drop-roll 38 falls and starts the next blank
forward from hobpper A.

The trip-shoe link 4% is slightly greater in
length than the distance between the cam bar
15 and its following complementary rake 13 so
that before cam bar 15 leaves trip-shoe link
46 its complementary rake 13 comes into posi-
tion beneath said link and continues the sup-
port thereof until the rake 13 passes out of en-
gagement with the same.

The reason for thus delaying the return of
the latch hook &f to its normal operative posi-
tion is to afford time for the rear or trailing
ends of the longer blanks to clear the drop-roll
29 before return of the latch to operative position.

Therefore, it will be clear that, regardless of
the length of the blanks being operated upon,
the start of each blank from hopper A is always
definitely timed with respect to the movements
of the bars [3—!5 past the platform {0 of the
distributor mechanism.

When operating upon shoe soles the measur-
ing mechanism B is ordinarily operated so as
to feed forward about forty-two of the shortest
soles per minute and about thirty of the longest
soles per minute. Therefore, in order to utilize
time most economically the grading mechanism
C is operated at a speed to distribute about
thirty-eight soles per minute. In other words,
the measuring mechanism feeds the shorter soles
forward faster than it does the longer soles,
while the distributing mechanism has a fixed
capacity of a predetermined number of soles per
minute greater than the speed of the longest
soles and less than the speed of the shortest
soles.

It follows, therefore, that if the measuring
mechanism B is feeding soles forward slower
than the distributor is distributing the sales, the
timing of the engagement of the pairs of cross-
bars {2—I15 with the trip-shoe £8& will progres-
sively advance relatively to the delivery of soles
on to platform (@ during a predetermined num-
ber of cyeles of the measuring mechanism and
then will intervene a period of rest in fthe pas-
sage of soles through the measuring mechanism
while shoe 85 dwells in its lowermost position
and until re-establishment of normal timed re-
lationship between the measuring mechanism and
the movements of bars 18—I5 past shoe 46 of
the distributor.
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The bars 13—I5 co-act with the shoe 46 to
prevent the measuring mechanism from deliver-
ing soles on to platform 18 faster than the dis-
tributor distributes them, hook 41 retarding the
start of the forward movement of each sole from
hopper A until a pair of bars {3——1{5 engage and
lift the shoe 48. .

As further explaining the automatic control
of the drop-roll by the distributor C through
the medium of the hook 4! and shoe 46, let it
be assumed that the distributor mechanism is
operating with a fixed and normal capacity of
thirty-eight soles per minute, and that the soles
being handled are of such length that the meas-
uring mechanism B is operating so as to have
a capacity of thirty-four soles per minute.

Under these conditions the moment of engage-
ment of each cam bar 15 with shoe 48 is con-
tinually advancing, or creeping ahead, with re-
spect to the moment of delivery of the soles on
to platform 10 until a point is reached where
the trailing bar (3 of said pair departs from
the shoe 45 before the drop-roll falls off from
the trailing end of the sole that is then being
delivered. As a result, the hook 4{ automati-
cally holds the arm 43 of the drop-roll in its
elevated position thereby delaying the start of
the next sole from hopper A until the cross-bar
15 of a following pair lifts the shoe 48, but the
delivery of this next sole on to platform (0 will
not occur until after said following pair of bars
13—15 has idly passed said platform at a mo-
ment when there is no sole upon the latter.

This automatic control of the feeding devices
of the measuring mechanism by the distributor
conveyor, acting through shoe 48 and parts con-
nected therewith, preventis the delivery of a sole
on to platform 18 at a time when a pair of bars
13—15 are passing across the same. In other
words, it automatically maintains the operation
of the feeding devices of the measuring mech-
anism in properly timed relation with respect
to the movements of the several pairs of bars
13—15 past the platform 18 of the distributor.

The measured blanks are discharged from the
measuring mechanism B on to the platform I8
of the distributor by a pair of delivery rolls 49
and 50 (Figs. 1, 3, 9 and 10). The upper deliv-
ery roll 49 is loosely mounted upon a shaft 51
between collars 5fa and carries at its one end
2 laterally projecting pin or post 52 with which
the outer end of a coiled spring 53 is connected.
This spring $& surrounds the shaft 51 and its
inner end is fastened to the latter.

The spring §3 normally hoids the pin or post
52 against one side of an arm 54 projecting ra-
dially from shaft 5{, while the latter is continu-
ously driven in the direction of the arrow (Fig.
8). The lower roll 58 is provided at its opposite
ends with trunnions journaled in bearings on
the usual bedplate §5 of the measuring mech-
anism B.

Shaft 51 of the upper delivery roll 48 is rotat-
ably supported by journal boxes 56 mounted in
velftical ways provided on the frame of the meas-
uring mechanism B, said boxes being yieldingly

- urged downwardly against stops at the lower ends

70
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of said ways by springs B1. At one end thereof
shaft 8! carries a sprocket wheel 58 connected
by a sprocket chain 83 (Figs. 1 and 7) with a
sprocket wheel 68 fast on the shaft of the upper
continuously driven measuring roll 38. :
Through the connections just described the
upper delivery roll 49 is driven so that its pe-
ripheral speed is greater than the peripheral
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speed of the upper measuring roll 83 and, there-
fore, while the forward end portion of a blank
occupies a position between the delivery rolis
4950 and its rear end portion occupies a posi-
tion between the measuring rolls 38, the upper
delivery roll 43 will lag behind shaft 3{ and
spring %3 (Figs. 9 and 10) will be wound up, the
radial arm %4 on shaft 51 moving forwardly
away from the post or pin 52.

As soon as the rear end of the blank clears
the measuring rolls 28, the spring 53 will un-
wind and rapidly rotate roll 42 in the direction
of the arrow (Fig. 16) until the pin or post 52
re-engages the radial arm 8§4. This rapid rota-
tion of the delivery rolls §9—53 vigorcusly dis-
charges the blank on to the platform i§ (Fig. 1)
and in order to prevent the blank from passing
beyond said platform, an upstanding abutment
wall §f is provided upon said platiorm {0 in
the path of the blanks, and at the outer side
of the platform.

As a blank is thus discharged from hketween
the delivery rolls £3—58 it is directed into its
proper position on platform 19 by suitable guide
plates 62 and €3 (Fig. 4), the guide plate §3 be-
ing omitted from Fig, 1.

As herein ghown, the distributor carrier is
constructed with four pairs of cross-bars 18—I5,
the leading cross-bar (5 of each pair being
equipped with an adjustable gate-operating cam
iT and the following cress-bar 13 of each pair
being constructed to serve as a rake.

It may be menticned here that during the
travel of each pair of cross~bars along the upper
return stretches cof the chaing 12, each rake-har
{3 acts through a movakly supported shoe 64
(Figs. 1, 1a and 2—2¢) to close an electric push-
button switch 65 and to maintain the same closed
for a period of time while a preceding cam-
carrying cross-bar i5 is passing the controller
9.

It may also be mentioned here that as each
cam-carrying cross-bar 15 passes beyond con-
troller (8 it engages and operates a movably
supported shoe §§ (Figs. 1, 2 and 3) for a pur-
pose which will be described later, while the bar
{3 of each pair is cut away to avoid engage-
ment with said shos.

The front wall 82 of hopper A (Figs. 4 and 8)
is, as usual, equipped with a vertically movable
gate 88 which is automatically raised by the feed
mechanism to the limit of its upward movement,
as heretofore, each time said mechanism is op-
erated to start a sole from the hopper. As the
forward end of each sole emerges from the hop-
per the gate is dropped by the feed mechanism
into position on top of the sole where it remains
in an intermediate position until the rear end
of the sole clears said gate 63 whereupon the
latter falls info its lowermost position and acts
through a lever 13 (Figs. 8 and 29), a bell-crank
12; a link 72a, and a pawl b, to stop the meas-
uring action of the measuring rolls, as hereto-
fore. Cate 88 engages one arm of the usual lever
79 which is fulcrumed at 7f on wall §9 so that
said lever is swung on its fulcrum when the gate
is moved vertically. The opposite or outer arm
of lever 18 is ccoperatively associated with the
usual bell-crank member 12 through which lever
710 controls the usual stop-grading pawl b of the
measuring mechanism to hold said pawl out of
action while the gate is supported by the sole
and to throw said pawl into action when the gate
falls off from the rear end of the sole, all as de-
sceribed in the Johnston patent referred to akove.
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See the parts 48, 48, £3 and 59 in Fig. 2 of the
drawings of that patent. In Fig. 20 of the ac-
companying drawings these parts are shown in
the positions they occupy when the forward end
of the sole or blank is between the measuring
rolls and the drop roll 3§.

In accordance with the present invention the
outer arm of lever 78.is alsc cooperatively associ-
ated with a lever 78 (Figs. 1, 4 and 8) pivotally
mounted at 74 on the frame of the machine, and
also with a push-button:switch 85 fixedly mount-
ed on the frame of the machine,

When the gate €8 is first lifted to its highest
point by the feed mechanism to permit the exit
of a blank from the hopper A, the outer arm
of lever 18 is moved info its lowermost position
and acts to tilt the lever 73 on its pivot 74 in
a contra-clockwise direction (Fig. 4) against the
pull of a spring 82 connected with said lever
13, and also to operate the usual bell-crank
72 (Figs. 4, 8 and 20) to throw the stop-grading
pawl b ouf of action. Immediately thereafter the
gate 68 is lowered on to the top of the sole that
is emerging from the hopper and this partial
downward movement of gate 68 raises the outer
arm of lever T8 out of contact with the lever 13
as shown in Fig. 8, the stop-grading pawl b re-
maining out of action as shown in Fig. 20.

The lever 73 carries a mercury switch 75, and
when said lever 73 is tilted on its pivot 714 by
lever 10 (Fig. 8) as the gate 68 is first lifted to
the limit of its upward movement by the feed
mechanism, three functions are performed, viz,,
lever 73 is disengaged from zn arm 76 (Fig. 4),
mercury switch 5 is opened, and push-button
switch €5 (Figs. 1 and 8) is opened.

The arm 18 which controls the start-grading
rawl o of the measuring mechanism is loosely
mounted upon the usual rock-shaft T7 which
carries the drop-roll arm 43 (Figs. 4 and 5) and
its hub is made with a shoulder 18 to cooperate
with an opposed shoulder 79 provided on a collar
80 that is fixed to the shaft 71. A spring 81
mounted on the frame of the machine acts
against the arm 16 so as to yieldingly urge the
shoulder 78 toward the shoulder 719. Spring §1
is a novelty in a measuring mechanism of this
type and heretofore arm 7§ has been fixedly
mounted on shaft ¥7.

The feed mechanism moves esch scle forward
from hopper A until its forward end enters be-
tween the measuring or calipering rolls 38 after
which said continuously driven measuring rolls
continue the forward movement of the sole un-
til the rear end of the latter clears the same.
As the sole emerges from the hopper A the feed
mechanism lowers the gate on to the top of
the sole where it is supported in an intermedi-
ate position by the latter.

Before the rear end of the sole clears the
measuring rolls the forward end thereof has en-

‘tered between the delivery rolls 49 and §2 so that

when released from the grip of the measuring
rolls the sole is thrown or tossed on te the plat-
form 19 by said delivery rolls.

During the movement of the forward end of
the sole' from the measuring rolls toward the
delivery rolls, the sole basses under and lifts
the drop-roll 23 and thus acts through arm
43,. shaft 77 and shoulder 72 (Figs. 4 and 5) to
swing arm 18 toward the left (Fig. 4). This per-
mlts :spring 82 to swing the lever 73 clockwise en
its pivot 74 into latching engagement with the
upper end of arm 75 so as to lock the latter
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in its tilted position with switch 15 closed, for
a period of time.

The movement of arm 17§, just described,
throws into action the usual start-grading pawl

a of the measuring mechanism thereby starting.

the measuring action of the measuring rolls 38,
and this measuring action continues until the
gate 68 falls off from the rear end of the sole
and acts through lever 79 to throw the stop-
grading pawl b of said mechanism (Figs. 4 and
20) into action, as usual, and simultaneously to

5

10

close the push-button switch 85 (Figs. 1 and 8). -

The mercury switch 75 and push-button switch
85 are, as shown in Fig. 19, arranged in series
in an electric circuit 83 which also includes a
solenoid 84 (see Fig. 6 also). Thus the closing
of switch 85 as the measuring action is com-
pleted, and while switch 75 is closed, serves to
close circuit 83 and energize solenoid 84.

When the lever 13 is swung info latching en-
gagement with arm 76 the mercury switch 75 is
closed, and when gate 68 is again raised to its
highest point by the feed mechanism to permit
the exit of another sole from the hopper A, it
acts through the lever 78 to open switch 85 and
also to disengage the lever 13 from arm 18, thus
permitting spring &! to return shoulder 18 into
engagement with shoulder 79 (Fig. 5), the ac-
companying movement of arm 78 bringing the
latter into position to throw the start-grading
pawl out of action and lock the lever 13 in its
adjusted position, as shown in Fig. 4, with switch
15 also open. -

Upon exhaustion of the supply of soles within
the hopper A, the forward end of the last sole
passing through the measuring mechanism raises
the drop-roll 39 thereby swinging arm 76 toward
the left (Fig. 4) where it is caught and held by
lever 73 with mercury switch 75 closed. As soon
as the rear end of said last sole clears the gate
£8 the latter drops downwardly and acts through
the lever 78 to close the switch 85 thereby en-
ergizing the solenoid 84 preparatory to the
proper disposition of said last sole by the dis-
tributing mechanism.

As soon as the rear end of said last sole clears
the drop-roll 89 the latter falls and acts through
the usual devices to effect an operation of the
feed mechanism and the latter raises and lowers
the gate 68. The upward movement of gate 68
at this time acts through lever 18 to throw out
of action the usual stop-grading pawl b and also
to adjust lever 73 so as to free arm 16 thus
allowing the latter to be moved by spring 81 into
position to throw out of action the usual start-
grading pawl ¢ and at the same time lock the
lever 13 in its upper adjusted position with
switch 75 open. The immediately following
downward movement of the gate at this time is
not interrupted by a sole and therefore acts
through the lever 18 to close push-button switch
85, but since mercury switch 15 is then main-
tained open by the arm 78§, the solenoid 84 is not
energized.

"Thus the mercury switch 78 is provided to pre-
vent overheating of the solenoid 84 when the
supply of soles within the hopper A becomes ex-
hausted and it will therefore be clear that said
mercury switch is a desirable, but not wholly es-
sential, feature of the present machine.

After replenishing the supply of soles within
hopper A the machine is again started by
manually raising and releasing the drop-roll 39.
This returns the arm 76 into latched engagement
with the lever 13 and at the same time effects a
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single revolution of the feed shaft 40. The ac-
companying vertical reciprocatory movement of
gate 68 trips lever 13 thereby opening switch T5
and freeing arm 18 so that the latter is moved
into position to hold lever 13 in its upper ad-
justed position with the start-grading pawl a
of the mechanism out of action until drop-roll
39 is engaged and raised by the forward end of
the first sole being fed from the hopper. At the
conclusion of this first reciprocatory movement
of gate 638 the latter is seated upon the top of .
the advancing sole with lever 70 occupying an
intermediate position, as shown in the drawings,
and both switches 75 and 85 open.

The lower measuring roll 38 is rotatably sup-
ported by a carrier 88 (Fig. 6) which is pivotally
mounted on the frame of the machine at 87 and
vieldingly supported, as usual, by a spring 88,
the free end of the carrier 86 is connected,
through the usual devices, with a vertically dis-
posed and vertically movable bar member 89
which is adjusted vertically by each sole as the
latter passes between the measuring rolls.
Through the connections referred to, the lower
measuring roll adjusts bar 89 vertically into a
position corresponding with the thickness of the
thinnest part of the measured portion of each
sole, and at its upper end bar 89 carries the usual
rack through which it operates the pointer of
the usual indicator 30 of the mechanism,

As shown in Fig. 13, the core 91 of solenoid 84
is connected by a link 92 with one arm of a
lever 93 that is pivotally mounted at 94 on the
frame of the machine. Between the link 92 and
pivot 94 the lever §3 is provided with a truck
or roll §5 that is cooperatively disposed with re-
spect to an abutment collar 9% provided on the
bar 89. A spring $7 yieldingly supports the core
81 at the limit of its upward movement with the
truck or roll 95 out of engagement with the collar
86 and outside of its range of movement so that
normally no load is imposed on the bar 89 by the
lever §3 and during the measuring action of the
machine the bar 89 is fully under control of the
measuring mechanism and uninfluenced by any
other parts of the machine except the usual
pointer mechanism of the indicator.

Loosely mounted on the pivot 84 alongside of
lever 83 is a stop arm or member 98 (Figs. 13
and 14) made with an arcuate segment 99 pro-
vided with ratchet teeth 188 upon its periphery
or edge and with ratchet teeth 161 upon the
outer side thereof. These ratchet teeth 188 and
101 are opposed, that is to say, they face in op-
posite directions and cooperate, respectively,
with latches 102 and 183 (Figs. 1, 6 and 13), the
teeth 1008 facing upwardly and the teeth 16{ fac-
ing downwardly.

The latch 162 is fixed in position upon one end
of a short shaft 184 (Figs. 3 and 6) journaled on
the frame of the machine while the latch 183 is
pivotally mounted at 186 on the frame of the
machine, as shown in Figs. 14 and 17, and yield-
ingly urged toward the ratchet teeth 180 by a
spring 108. Fixed in position upon the opposite
end of the short shaft 104 is a depending arm
{07 (Figs. 3 and 6) whose lower end is pivotaily
connected with one end of the shoe 68, herein-
above referred to, the opposite end of said shoe
being pivotally connected to the lower end of
another arm {08 that is pivotally mounted at
189 on the frame of the machine. The two arms
107 and 188 are parallel and of equal lengths.

The pivotally supported stop arm 98 (Figs. 6,
14-16) is made at its free end with g laterally
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extending blade or tocth 18- cocperatively dis-
posed with respect to the-serrated edge-of a ver-
tically disposed stepped abutment plate i1 I which
is a rigid part of a horizontally disposed slide-
bar-112 (see Figs. 1 and 12 also) mounted ih - ways
on the frame of the machine. One end-of this
slide-bar-f12 is connected through a pin-and-slot
connection 113 with the controller (9, herein-
above referred to. The copposite end of slide-
bar- {12 is provided with a socket 1{4 which is
occupied by the extremity of one of the arms

of a bell-crank [{5 -that is fulcrumed at- [{6 on-

the frame of the machine. The other arm of
bell-crank 1{5'is pivotally connected to the up-
per end of a link {{7 whose lower end is pivotally

connected to the core {{8-of a solenoid 149 whose-

coil is fixed on the frame of the machine.
As -shown in-Fig. 19, the solencid 1{8-is ar-
ranged in a circuit 129 in series  with the nor-

mally open rake-operated push-button switch 65,

hereinabove referred to, and as hereinbefore stat-
ed, each rake-bar {3, while traversing the upper
course or stretch of the distributor carrier and
moving toward the platform !0, acts through
the shoe 64 to close the switch €5 and to main-

tain the same closed for a period of time during:

which a cam bar 15 is passing controller 19.
Normally a spring 121 (Fig. 1a) holds the shoe
64-in endwise abutting engagement with a stop
122 where it is out of engagement with the but-
ton of switch 85, but when ‘one of the rake-bars
{3 reaches shoe 64 one of the tines of said bar
engages and swings the shoe laterally con its par-
allel supporting links {23 thereby causing the

shoe to operate the button of switch 65 and close -

the latter; said switch being maintained closed
by the rake-bar until the latter passes out of
engagement with the shoe. The engagement of
each rake-bar with the shoe 64 is timed to cc-
cur as a preceding cam bar 15 in the lower
stretch of the carrier approaches controller {9,
and switch 65 is maintained closed by said rake-
bar until said preceding cam bar passes beyond
controller 19 and its cam has been selectively set
or adjusted by the latter.

Normally a spring 124§ connected with link 11T

(Fig. 12) holds core 1i{8 at the limit of its up-
ward movement with a pin {25 on abutment plate
111 bearing against a stop-pin 126 on the frame
of the machine and with slide-bar (i12n its fully
retracted position; but when solenoid ({9 is en~
ergized its core 118 acts through the connections
described to throw. the slide-bar fi2 forward to
the extent permitited by. the engagement of
stepped plate 1§l with the adjustable stop arm
68 after the latter has been set in adjusted posi-
tion by the measuring mechanism B and locked
in that position by the distributor mechanism
C through its control of latches (02 and 103,
In Figs. 1 and 3 a cam bar 15 is shown in
engagement with controller 19 while a rake-bar
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{3 is in engagement with shoe €4. Under these -

conditions switch 65 (Figs. la and 19) is closed;
solenoid {19 (Figs. 6 and 12) is energized; stop
arm- 98 is lockéd against movement in either
direction by latches 162—i83 (Figs. 13,14and 15);
solenoid 84 is de-energized, a sole #1 occupiés a
position upon platform 13 of the distributor C
and is about to be engaged by a rake-bar 183,
and the forward end of a sole #2 is emerging
from the measuring rolls. For purposes of illus-
tration, sole #2 is omitted from’ Figs. 1 and 4,
but the forward end portion thereof is. shown
in Fig. 6.

As the forward end cf the sole #2 moves for-
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ward: from measuring rolls 88 it swings the: trip
arm 67 (Figs. 4 and 13) laterally and-said: trip
arm is supported. by the sole in this displaced
position until the rear-end of sole #2.clears the
same;

Trip arm- 67 is fast- on one end of a short
transverse shaft 130 journaled-in-a bearing at
one side of the frame of the machine and the
outer end of this shaft is' provided with an arm-
131 with which is-connected one end of a-spring
134 by which said arm-is-held against a stop
135 on the frame when there is-no- sole in en-
gagement with trip arm-617. ’

At its free end arm {3{- carries-a laterally

- projecting: stud 132 -which coopeérates with a-cam

surface 133 provided upon one arm of a bell-
crank detent 129 that is fulcrumed at 136 on the
frame of the machine. The other arm 12§a-of
this bell-crank is ceoperatively disposed with re-
spect:to the lower end of latch 162-and has con-
nected:to it one end of a sSpring 128 which-yield-
ingly urges the-cam surface I33-toward the stud
i32.

When- trip ‘armr 6T is: swung aside by- scle- #2,
the -stud-132-is swung- upwardly-out of engage-
ment with ‘bell-crank 129- thus allowing- spring
128 to urge- the arm - 129a of " said- bell-crank
downwardly into-position -upon ‘g laterally pro-
jecting tooth (37 provided -at the lower end-cof
latch 182 - (Figs.-14-17). The lower-end of latch
103 is construeted with a laterally projecting-lug
i38 that is ‘yieldingly held at all times against
the side of tooth 137 of latch 182 by the spring
i86.- The tooth {37 of latch -102-cooperates with
the ratchet teeth (01 on stop arm- 93 -while the
lower end of latch 103-is-made with a-tooth 139
to cocperate with the ratchet teeth 120 on stop
arm 98. The'contacting surfaces of tooth -137
and-lug 188 are beveled -or cam-shaped, as shown
in Figs. 15 and 16, so that when latch 102 is
swung away from teeth 10(-on stop arm-98-by
upward movement of ‘distributor-shoe 66; it acts
through, lug- 138 to swing latch 1063 away from
ratchet teeth 100 on said stop arm 98. When

3 latch 192 is swung in the opposite-direction to

engage its tooth 137 with -the ratchet teeth 101
on stop- arm- 28;  the spring - 186 simultaneously
swings latch i03-in a direction to-engage its tooth
139 with the ratchet teeth 160~ cn said stop-
arm 98.

The arm 1§88 which supports - one end of the
shoe 6§ (Fig. 3) has connected to it-one end of
a spring (40 whose opposite end 'is' connected
with the frame of the machine. This spring acts
through the ‘arm 108, shoe 68, arm 107 and shaft
184 to at all times yieldingly urge latch 182 to-
ward stop arm-93." It will therefore be clear that
when shoe €6 is displaced upwardly by a cam
bar 13, it acts through the connections described
to.swing both latches 182 and 103 (Figs. 15 and
16) away from. stop-arm 98 and said latches are
held out of engagement with said stop arm while
a cam bar |5 is passing beneath shoe 66.- As soon
as the cam. bar passes shoe 63 spring 140~ (Fig.
3) and spring -186-(Fig. 14) return both Ilatches
102—i83 into" engagement with stop: arm 98- as
described.

At the moment that the stop arm 88 (Fig. 13)
is released from- latches 102—108~ by ~upward"
movement of the distributor-shoe’ 68, the switch
65 (Figs. la and 19) is open,-solenocid 149 is-de-
energized and stepped member 111 is held at the
limit of ‘its movement toward-the right by spring
124 as shown in Fig."12:s0 that said stop arm-98-

‘is free to be adjusted-in either direction.
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‘When operating upon long soles the distributor
shoe 66 (Fig. 6) is raised by a cam bar 15 to dis-
engage latches {62—I103 from stop arm 98 while
sole #2 is in engagement with trip arm 67
(Fig. 14) and while arm (29¢ is yieldingly urged
downwardly against the top of tooth 137 of latch
102 while the latter is in ifs retracted position,
as shown in Fig. 16. At this time the arm 128a
occupies a position in front of a shoulder {41 on
tooth 37 so that both latches 102—i83 will be
locked by arm 129¢ in their retracted inoperative
positions for a period of time after cam bar 15
(Fig. 3) has passed beyond shoe 65 and until
the rear end of sole #2 clears the trip arm 67.
When trip arm 67 is thus freed from the long sole,
the spring 134 (Fig. 13) restores trip arm 67 and
the arm 131 to their normal positions with the
latter against stop (35. When arm (31 is thus
returned to its normal position against stop 133,
it swings the bell-crank §29—128¢q on its fulerum
i36 in a direction to raise the arm {28a¢ thus
freeing the latches 182—1063 and refurning the
latter to locking engagement with stop arm 98.

When operating upon short soles, the trip arm
67 (Fig. 14) will be displaced by each of said
soles before a cam bar i5 raises the distributor
shoe 65 to retract latches 182—{83, and in such
case the detent arm 129a¢ of the bell-crank 129—
t28a will drop into positicn on top of the tooth
{37 while the two latches {82—183 occupy their
operative positions, as shown in Fig. 15. Shortly
thereafter, however, a cam bar {5 will raise the
shoe 86 of the distributor thereby retracting the
latches 102—{63 into their inoperative positions
(shown in Fig. 16) which permits arm 129 to
drop in position in front of the shoulder {41 (Fig.
17) and hold said latches retracted until the
rear end of the sole passes trip arm 671 even
though the cam bar (5 has passed the distributor
shoe 66.

Thus, whatever be the length of the scles being
operated upon, the trip 67 and distribtuor shoe
66 are automatically controlled and operated to
afford a limited period of freedom of movement
of stop arm 88 during which it is selectively set
or adjusted by solenoid 84 to accord with the
thickness of each sole as the latter passes through
the measuring mechanism B.

As pointed out above, the measuring action of
mechanism B starts when drop-roll 88 is raised
by the forward end of sole #2 at which time trip
arm 671 (Fig. 4) is held by the sole in a laterally
displaced position with arm 128a (Fig. 13) resting
upon. the tooth of latch 102, and the measuring
action stops when the gate 68 falls off from the
rear end of the sole,

This downward movement of the gate closes
switch 85 thereby energizing solenoid 84 (Fig. 13)
and the downward movement of core 91 of the
latter (Fig. 13) acts through link 92 to swing
lever 23 clockwise on its pivot 84. One arm of
this lever 93 is made at its extremity with a later-
ally projecting lug 27 ocupying a position beneath
the stop arm 98 and, therefore, if said member
98 is not locked immovable by the latches {2
and 163, the downward movement of core 81 will
be accompanied by an upward movement of the
lug 127 until the roll or truck 95 is brought to
bear against the top of the abutment collar 86 on
the vertically adjustable bar or member 89 which
has been set and locked by the measuring mecha-
nism. -

The stop arm 98 is urged downwardly by
gravity assisted, if desired, by a spri'ng. . There-
fore, if stepped member 111 occupies its fully

e

retracted position and latches 132 and 183 are in

- retracted positions, the stop. member 98 will be
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positioned vertically by the lug 127 of lever 93,
the upward movement of lug {27 being limited by
the engagement of roll 85 with abutment coliar
96.

Sometimes lever 83 will be operated by solenoid
&4 while stop arm 98 is locked in such a position
that the lug (27 of lever 83 will engage said stop
arm before roll §5 engages abutment coliar 96,
but the parts will remain in these positions until
the distributor shoe 66 is raised, as described, to
retract latches 182—I103 whereupon the roll 85
will be moved downwardly into position against
the abutment collar 986,

QOr, soclenocid 84 may be energized at a time when
stop arm 88 is locked by the latches in such a
position that roll 85 is brought to bear against
the abutment 96 before the lug (27 enfers into
engagement with stoep arm 98. In such cases the
parts dwell in these positions-until the distributor
shoe 68 is elevated to retract the latches 162-—(33
whereupon stop arm 96 will fall by gravity,
assisted if desired by a spring, into position
against the Iug 127,

After the stop arm 98 has been angularly posi-
tioned by sole #2 moving through mechanism B
and locked in that position by the latches 102—
£03, the solenoid {9 (Fig. 12) is energized and
acts through the connections described to move
the slide 182 forward until the stepped plate {1
engages the stop arm $8. As pointed out, solenoid
i18 is maintained energized while each of the
cam bars 15 is passing controller {8, said solenoid
keing de-energized immediately upon the depart-
ure of the cam bar (5 from controller 18. Im-
mediately upon de-energization of solenoid (19
the spring 124 (PFig. 12) retracts slide 112 into a
position where pin 25 is against the stop 128.
Therefore, the stepped plate f{1 occupies its re-
tracted position when stop arm 98 is angularly
adjusted or set by lever 83 to accord with the
thickness of the thinnest part of the measured
portion of the sole as detected by the measuring
rolls 38.

After the gate 68 (Fig.4) falls off from the rear
end of the scle to stop the measuring action, said
rear end passes the trip arm 67 which raises the
arm {2%9¢ (Fig. 13) of the bell-crank 129—1{28¢a
and permits both latches 182—182 to lock stop
arm 98 in its adjusted position.

Thus latches {82—123 are restored to engage-
ment with the stop arm 98 to lock the same in its
adjusted position before solenoid 84 is de-ener-
gized either by the cperation of bell-crank 29—
128a in the case of long soles or because of a bar
{8 passing out of engagement with shoe 65 after
operation of said bell-crank in the case of short

" soles.
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When solenoid 84 is de-energized and lever 83
(Fig. 13) is raised by spring 97 out of engage-
ment with abutment collar 96 on the vertical
bar 89, the measuring mechanism is free to oper-
ate upon the next sole while the measurement of
the preceding scle is retained by the controller-
setting mechanism, illustrated in Figs. 12 and 13.
During the measuring operation the vertically
movable bar 88 of mechanism B is, as described,
uninfiuenced in its movements by the lever 83
which floats loosely on its pivot 84 and this is an
important novel feature affording accuracy of
measurement and accuracy in the setting of the
abutment 9§ to accord with the thickness of the
thinnest part of the sole detected by the meas-
uring rolls.
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What I claim is:

1. A machine of the class deseribéd having, in
combination, blank measuring mechanism
through which the blanks are fed cné at a time,
said mechanism including a member which is

independently adjusted by each blank passing

through said mechanism so as to occupy a final
position corresponding with a thickness charac-
teristic of said blank as détécted by sdid mecha-
nism and also including blank-confrolled pawl
and ratchet mechanism for positively locking
said member in said final position against move-
ment in either direction; distributing mecha-
nism includirig a continuously moving endless
carrier to which the measured blanks are deliv-
ered one at a timeé from said measuring mecha-
nisri and by which they are sorted according to
their thickness chatacteristics as detected by
said  measuring meéchanism, said distributing
mechanisin also including a controller that is
adjustable to regulate the sorting action of said
carrier, and means co-acting with said member
while the latter is locked in adjusted position by
said pawl and ratchet mechanism thereby to
automatically set said controller in an adjusted
position which determines the destination of said
blank as the latter is distributed.

2. A machine of the class described having, in .

combination, blank measuring mechanism
through which the blanks are fed one at a time,
said mechanism including a member which is
independently adjusted by each blank passing
through said mechanism so as to cccupy a final
position corresponding with a thickhess char-
acteristic of said blank as detected by said mech-
anism and also inciuding blank-controlled pawl
and ratchet mechanism for positively iocking said
member in said final position against movement
in either direction, and said member being made
with an abutment shoulder; distributing mecha-
nism including a continuously moving endless
carrier to which the measured blanks are deliv-
ered one at a time from said measuring mecha-
nism-and by which they are sorted according to
their thickness characteristics as evidenced by the
position of said member, said distributing mecha-
nism also including a controller that is adjustable
to regulate the sorting action of said carvier, and
mean§ coatrelled by each blank as it passes
through said measuring mechanism for autonati-
cally co-acting with said abutment shoulder at
the conclusion of the measuring cperation and
while said member is locked in adjusted position
by said pawl and ratchet mechanism thsreoby to
set said controller in an adjusted position which
determines the destination of said klank as the
latter is distributed.

3.'A machine of the class described having,
in combination, blank measuring mechanism
through which the blanks are fed one at a time,
said mechanism including a member which is in-
dependently adjusted and then locked in ad-
justed position by each blank passing through
sald mechanism so as to temporarily occupy a
fized ' position corresponding with a thickness
characteristic of said blank as detected by said
mechanism; distributing mechanism to which
the measured blanks are delivered from said
messuring mechanism and by which they are
sorted according to their thickness character-
istics as evidenced by the position of said mem-
ber; a controller element that is adjustable to
regulate the- sorting action of.said distributing
mechanism; means through which each meas-
ured blank as it passes through said measuring
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mechanisii co-acts with said member while the
lattér is lecked in adjusted position to prede-
termine the setting of said controller for said
meastred blank, and mechanism for thereafter
automatically setting said controller in the posi-
tion predeterrhined by said means.

4. A machine of the class described having,
il combination, blatik-measuring mechanism
through which the blanks are fed one at a time;
distributing mechanism to which the measured
blanks are delivered one at a time from said
meaguring mechanismi and by which they are

" sorted according to their thickness character-
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istics as detected by sdid measuring mechanism,
said distributing mechanism including a con-
treller element that is adjustable to regulate the
sorting action” of said distributing mechanism
according to the thickness characteristics of the
blanks; means through which each blank pass-
ing through the measuring mechanism acts to
automatically set said controller element in an
adjusted position appropirate to the thickness
characteristic of said blank as determined by
said measuring mechanisnt; means for automati-
cally feeding blanks to said measuring mecha-
nism, and means through which the distributing
mechanism controls said automatic blank-feed-
ing means so as t0 maintain the delivery of
blanks to the measuring mechanism in timed
relation with the operation of the distributing
mechanism.

8. A machine of the class described including
the combination of claim 4 and wherein said
distributing mechanism comprises a continu-
ously traveling endless conveyor provided with
blank-engaging rakes, and a slideway on to
which the blanks are delivered from said meas-
uring mechanism and by which the blanks are
supported in the path of said rakes.

6. A machine of the class described including
the combination of claim 4 wherein said distrib-
uting mechanism comprises a continuously trav-
eling endless conveyor provided with blank-en-
gaging means, and wherein said conveyor acts

-through said last-mentioned means of claim 4 to

contrel said automatic blank-feeding means.

7. In" a machine of the. class described, the
combination with blank-measuring mechanism
through which the blanks are fed one at a time,

- of distributing mechanism to which the meas-

ured blanks are delivered one at a time from said
measuring mechanismr and by which they are
sorted according to_theéir thickness characteris-
tics as detected by said measuring mechanism,

~ - said’ distributing' mechanism comprising an end-

less traveling conveyor provided with spaced
apart rakes moving in' a fixed path of travel; a
slideway adjacent to and parallel with said path
of travel on to one end of which the blanks are
delivered one at a'time by said measuring mech-
anism said slideway comprising a row of nor-
mally closed pivotally supported ang upwardly
cpening blank-deflecting gates' each provided
with an upstanding arm and the several arms
being arranged in' a row that is disposed ob-
liquely with réspect to said path of travel; arm-
cperating members movably mounted on said -
conveyor for adjustment transversely thereon,
one of said arm-operating members being adja-
cent to and associated with each of said rakes: a
movably supported controller cam normally dis-
bosed in the path of travel of said arm-operat-
ing members as the latter move with said con-
veyor so that sald members are successively ad-

5 Justed transversely in one direction on said con-
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veyor by said controller cam so as to subsequently
selectively operate said arms thereby to open the
gates of the latter; means through which each
blank, while passing through said measuring
mechanism, predetermines the setting of said
controller cam in accordance with the thickness
characteristic of said blank as detected by said
measuring mechanism; mechanism through
which said conveyer thereafter acts to set said
controller cam in the position predetermined by
said last-mentioned means; and means for ad-
justing each arm-operating member on said con-
veyor in the opposite direction so as to return
the same to a normal position at the limit of its
movement in that direction after its rake has
delivered a blank at one of said gates. '

8. In a machine of the class described, the
combination of claim 7 and wherein said last-
mentioned means consists of a stationarily sup-
ported cam disposed in a position to be engaged
by each arm-operating member as the latter
passes said cam.

9. In a machine of the class described, the
combination of blank measuring mechanism
through which the blanks are fed one at a time,
said mechanism including a member which is in-
dependently adjusted and then locked in ad-
justed position by each blank passing through
said mechanism so as to temporarily occupy a
fixed position corresponding with a thickness
characteristic of said blank as detected by said
mechanism; distributing mechanism to which
the measured blanks are delivered one at a time

from said measuring mechanism and by which -

they are sorted according to their thickness char-
acteristics as evidenced by the locked position of
said member, said distributing mechanism in-
cluding a controller element that is adjustable to
control the sorting action of said distributing
mechanism; a slide for adjusting said controller
element, said slide being made with a stepped
abutment; an adjustable stop cooperating with
said stepped abutment to limit the movement of
said slide in controller-setting direction; means
automatically co-acting with said member after
the latter has been locked in adjusted position
thereby to adjust said stop into a position that is
determined by the locked position of said mem-
ber, and means for automatically moving said
slide in a direction to engage its stepped abut-
ment with said stop after the latter has been
adjusted thereby to position said controller ele-
ment in accordance with the thickness char-
acteristic of each blank as determined by said
measuring mechanism,

10. In a machine of the class described, the
combination of blank measuring mechanism
through which the blanks are fed one at a time,
said mechanism including a member which is
independently adjusted and then locked in ad-
justed position by each blank passing through
said mechanism so as to temporarily occupy a
fixed position corresponding with a thickness
characteristic of said blank as detected by said
mechanism; distributing mechanism to which
the measured blanks are delivered one at a time
from said measuring mechanism and by which
they are sorted according to their thickness char-
acteristics as evidenced by the locked position of
said member, said distributing mechanism in-
cluding a controller element that is adjustable to
control the sorting action of said distributing
mechanism; a slide for adjusting said controller
element, said slide carrying a stepped abutment;
an adjustable stop cooperating with said stepped
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abutment to limit the movement of said slide in
controller-setting direction; a magnet for adjust-
ing said stop; a circuit for said magnet; means
through which each blank passing through said
measuring mechanism acts automatically to op-
erate said circuit and magnet thereby to adjust
said stop into a position that is determined by
the locked position of said member, and means
for thereaftr automatically moving said slide in
a direction to engage its stepped abutment with
said stop after the latter has been adjusted
thereby to position said controller element in ac-
cordance with the thickness characteristic of
each blank as determined by said measuring
mechanism.

11, In a distributing machine of the class de-
scribed, the combination of claim 10 and wherein
said last-mentioned means includes a slide-oper-
ating electro-magnet that is controlled and op-
erated by the distributing mechanism.

12. In a machine of the class described, the
combination of blank measuring mechanism
through which the blanks are fed one at a time,
said mechanism including a member which is in-
dependently adjusted and then locked in ad-
justed position by each blank passing through
said mechanism so as to temporarily occupy a
fixed position corresponding with a thickness
characteristic of said blank as detected by said
mechanism; distributing mechanism to which the
measured blanks are delivered one at a time from
said measuring mechanism and by which they
are sorted according to their thickness char-
acteristics as evidenced by the locked position of
said member, said disiributing mechanism in-
cluding a controller element that is adjustable to
control the sorting action of said distributing
mechanism, and mechanism through which said
distributing mechanism acts automatically to ad-
just said controller element into a position de-
termined by the locked position of said member
preparatory to the distribution of each blank by
said distributing mechanism.

13. In a machine of the class described, the
combination of blank measuring mechanism
through which the blanks are fed one at a {ime,
said mechanism including a member which is in-
dependently adjusted and then locked in adjusted
position by each blank pasing through said mech-
anism so as to temporarily occupy a fixed position
corresponding with a thickness characteristic
of said blank as detected by said mechanism; dis-
tributing mechanism comprising a continuously
moving endless carrier provided with blank-en-
gaging rakes to which the measured blanks are
delivered one at a time from said measuring
mechanism and by which they are sorted accord-
ing to their thickness characteristics as evidenced
by the locked position of said member, said dis-
tributing mechanism also including a controller
element that is adjustable to control the sorting
action of said distributing mechanism; mecha-
nism operable to adjust said controller element
into a position determined by the locked position
of said member preparatory to the distribution of
each blank by said distributing mechanism, and
means through which said distributing mecha-
nism automatically controls and effects the op-
eration of said controller-adjusting mechanism in
timed relation with respect to the movements of
said rakes.

14, In a machine of the character described,
fche combination of measuring mechanism includ-
ing a pair of driven calipering rolls by which the
blanks are fed forward and measured one at a
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time; blank distributing and sorting mechanism
whosé serting action is controlled by said caliper-
ing rolls, and means for delivering the measured
blanks to said distributing and- sorting mecha-
nism comprising a pair of delivery rolls, a con-
tinuously driven shaft on which one-of said rolls
is loosely mounted, a spring having its one end
connected with said shaft and its opposite end
connected with said. last-mentioned roll- and

through. which said roll is normally driven by I

said shaft so that its surface speed is greater than
the surface speed of the calipering rolls, and
means for limiting rotary movement of said driv-

en . roll on said shaft in oneé. direction under the
influence of said spring, said: delivery rolls being
disposéd. adjacent to said calipering rolls so that
the forward end of each blank is engaged by said
delivery rolls before the rear end of the blank
departs from: between said- calipering rolls there-
by to cause said driven delivery roll to lag and
stréss said spring so that when the rear end of
said blank clears the calipéring rolls the blank is
tossed forward into said distribtliting and sorting
mechianisnm by said spring acting through said
driven delivery roll. ' _
JAMES JOSEPH DONOVAN.



