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Patented Aug. 19, 1952 2,607,501 

UNITED STATES PATENT OFFICE 
2,607,501 

APPARATUS FOR STACKING WALLBOARD 
PANELS AND THE LIKE 

Douglas C. Jeffrey, deceased, late of Akron, N.Y., 
by Alberta, Jeffrey, executrix, Akron, N. Y., as 
signor to National Gypsum Company, Buffalo, 
N.Y., a corporation of Delaware 
Application June 25, 1947, serial No. 756,905 

(C. 214-6) 13 Claims. 
1. 

This invention relates to apparatus for stack 
ing wallboard panels and the like, and more 
particularly to such apparatus adapted to stack 
bundles of wallboard in a multiplicity of con 
tiguous columns. 
The principal object is to provide apparatus 

which receives a continuously moving line of 
wallboard bundles and automatically stacks the 
bundles on a transportable supporting struc 
ture into a plurality of contiguous columns. 
Another object is to substantially eliminate 

the manual labor which would otherwise be re 
quired to stack the bundles. 
Another object of the invention is to provide 

such stacking apparatus which does not damage 
the wallboard in stacking the same. 
Another object is to provide such apparatus 

which is of high capacity and in particular will 
receive and handle the line of bundles normally 
discharged from a conventional bundling ma 
chine. 
Another object of the invention is to provide 

such apparatus which is transportable and can 
readily be removed to permit the substitution of 
similar apparatus designed to handle other sizes 
of wallboard bundles. 
Another object is to provide such apparatus 

which is relatively simple in construction, con 
sidering the functions which it performs, and 
which will stand up under conditions of Severe 
and constant use without getting out of order or 
requiring adjustment or repair. 
Other objects and advantages of the invention 

will appear from the following description and 
drawings in which: 

Fig. 1 is a side elevational view of apparatus 
embodying the present invention. 

Fig. 2 is an end elevational view of the appa 
ratus viewed from the left-hand end of Fig. 1. 

Fig. 3 is a top plan view thereof. 
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Fig. 4 is a fragmentary vertical enlarged trans 

verse sectional view taken generally on line 
4-4, Fig. 3. 

Fig. 5 is a fragmentary view similar to Fig. 4 
and showing a different position of the parts. 

Fig. 6 is an enlarged fragmentary horizontal 
sectional view taken generally on line 6-6, 
Fig. 1. 

Fig. 7 is a fragmentary vertical longitudinal 
view taken generally on line 7-7, Fig. 3. 

Fig. 8 is a fragmentary vertical transverse sec 
tional view taken generally on line 8-8, Fig. 7. 

Fig. 9 is an enlarged fragmentary vertical 
longitudinal sectional view taken on line 9-9., 
Fig. 3. 
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Fig. 10 is an enlarged fragmentary horizontal 

Sectional view taken on the line 0-0, Fig. 1. 
Fig. 11 is a fragmentary vertical sectional view 

taken on line - , Fig. 10. 
Fig. 12 is a fragmentary transverse sectional 

view taken generally on line 2-2, Fig. 3. 
: Fig. 13 is an enlarged fragmentary longi 

tudinal sectional view taken on line 3-3, 
Fig. 3. 

Fig. 14 is an enlarged fragmentary vertical 
transverse Sectional view taken on line 4-4, 
Fig. 1. s 

Fig. 15 is a longitudinal vertical sectional view 
through an elevator forming part of the appa 
ratus and which is adapted to be vertically moved 
above and below floor level. 

Fig. 16 is a fragmentary view similar to Fig. 
15 and showing the manner in which a skid or 
transportable supporting structure carrying a 
load of Stacked bundles can be removed from the 
elevator, this view being on a slightly reduced 
scale as compared with Fig. 15. 

Fig. 17 is an enlarged fragmentary vertical 
longitudinal sectional view taken on line - 7, 
Fig. 3. 

Fig. 18 is an enlarged fragmentary vertical 
transverse Sectional view taken generally on line 
8-8, Fig. 3. 
Fig. 19 is a diagrammatic representation of 

the electrical wiring and components and the 
fluid pressure lines and components. 
The apparatus embodying the present inven 

tion is shown as comprising a frame indicated 
generally at 20, arranged over a pit 2, this pit 
being preferably rectangular in horizontal cross 
Section and having operatively arranged therein 
a vertically movable platform 22. This platform 
can be withdrawn into the pit 2 and projected 
upwardly therefrom in any suitable manner, as 
by a plunger 23 arranged in a hydraulic cylinder 
24 in the bottom of the pit and having a line 25 
through which fluid under pressure is introduced 
for, moving the plunger 23 upwardly and having 
a line 26 through which the fluid in the cylinder 
24 is exhausted to permit the plunger 23 to move 
downwardly. 
The frame 20 is shown as made of skeleton 

construction from angle irons or the like and as 
having four vertical corner posts 28 which are 
adapted to be removably supported on the floor 
and are shown as held against transverse dis 
placement on the floor by means of pins 29 of 
any suitable construction. Main longitudinal 
bars 30 and main transverse bars 3 connect the 
upper ends of these posts, suitable reinforcing 
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plates being provided to insure rigidity of the 
structure. Main longitudinal bars 32 connect 
the posts 28 near their lower ends and a trans 
verse bar 33 connects the lower ends of the posts 
28 at the right-hand end of the frame as viewed 
in Fig. 1, the opposite or unloading end of the 
frame being unprovided with such lower trans 
verse france bar. 
Conveyor means are provided to receive a line 

of bundles discharged in end-to-end relation 
from a conventional bundling machine such as 
the lath bundling apparatus disclosed in United 
States Patent No. 1,875,610, issued September 6, 
1932. For this purpose a pair of horizontally 
spaced bars 34 project laterally from the main 
aframe 20 of the apparatus at the right-hand end 
thereof as viewed in Fig. 3, and these bars are 
shown as being supported by means of braces 
35. These bars 33 jointly carry a plurality of 
spaced rollers 36 which support the bundles B 
of wallboard so received in end-to-end relation 
from the bundling machine, the line of bundles 
being brought into alinement with a guide plate 
38 by means of a pair of rubber rollers 39. The 
guide plate 38 is arranged at one side of the 
line of bundles moving over the rollers 36 and 
the rubber rollers 39 are mounted on the oppo 
site side of this line of bundles and rotate about 
vertical axes. 
On entering the main frame 20 of the stack 

ing apparatus, the leading bundle B is accelerat 
edin its forward movement to separate it from 
the succeeding bundles in the line and to project 
it into the preliminary zone of operation before 
the next succeeding bundle is brought into this 
zone. For this purpose a belt 40 passes over a 
drive roller 41, a roller 42 arranged in the line 
of rollers 38, and an idler roller 43, the drive 
roller 4 being so arranged as to provide a hori 
zontal stretch 44 in the belt passing over certain 
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of the rollers. 36, this upper stretch of the belt 
moving in the direction of the arrow shown in 
Fig. 4. This belt is moved at a higher rate of 
speed than the line of bundles B supplied to the 
apparatus by means of an electric motor. 45 
which, through a reducer 46 and chain drive 48, 
drives a shaft 49 to which the drive roller 4 is fixed. Referring to the wiring diagram, Fig. 
9, it will be seen that this motor 45 is under 
control of a manual Switch 47. 
In order to insure movement of the leading 

bundle with the upper stretch 44 of this higher 
speed feed belt 48, a hold-down roll 50 is pro 
vided. This hold-down roll is shown as being 
made of relatively soft rubber and arranged in 
position to engage the upper face of the bundles 
B of wallboard in any suitable manner as by 
means of supporting arms 5 which can be se 
cured to the main frame 20 of the apparatus in 
any suitable manner. 
A line of rollers 52, suitably mounted on the 

main frame 29, receives the bundle B of wall 
board so accelerated by the belt. 48, this line of 
rollers. 52 being in line with the rollers 36 but 
being shown as being substantially shorter in 

50 

60 

axial length than the rollers 36. The endwise 
movement of the bundle B along the rollers 52 is 
limited by an end stop plate 53 which can be 
adjustably mounted on the main frame 29 of the 
apparatus in any suitable manner. 70 
Means are provided for moving each bundle B. 

so stopped by the stop plate 53 in a horizontal 
plane and transversely of its line of movement 
along the conveyor rollers 36 and 52 toward the 

15 its center, as indicated at 83, between a pair of unloading end of the apparatus. For this pur 

apparatus adjacent opposite sides thereof. 

4. 
pose a push plate 54 is arranged above the line 
of rollers 52 and is mounted for reciprocatory 
movement in a horizontal plane transversely of 
the path of the line of bundles B entering the 
apparatus. In its normal position the inner 
operative face of this push plate is arranged in 
line with the inner operative face of the guide 
plate 38, this guide plate 38 extending a substan 
tial distance into the main frame 20 of the ap 
paratuS as best shown in Fig. 3. To so support 
this push plate 53 for such reciprocatory move 
ment, this plate is shown as provided on its un 
dersides with slides 55 which are received in 
slotted rails 56, these rails being suitably carried 
by the main frame 28 of the apparatus below the 
line of rollers 52 and projecting outwardly from 
the end of the frame 29, as best shown in Figs. 1 
and 3. The outwardly projecting ends of the 
rails 56 carry a rock shaft 58, this rock shaft be 
ing journaled to extend transversely of the rails 
56 and having a crank 59 Secured to each end 
thereof. The free end of each crank 59 is con 
nected by a link 60 with the corresponding end 
of the push plate 54. The rock shaft 58 can be 
oscillated in any suitable manner to reciprocate 
the push plate 54, the rock shaft 58 being shown 
as provided for this purpose with a rock arm 61, 
the free end of which is connected to a piston rod 
62 of a piston 63, this piston being shown as ar-, 
ranged in a pneumatic cylinder 64. The end of 
the cylinder 64 opposite that from which the 
piston rod 62 projects is shown as being pivotally 
secured to the main frame 20 of the apparatus; 
as indicated at 65. The cylinder 64 is provided 
with lines 66 and 68 for alternately introducing 
and relieving fiuid under pressure from opposite: 
ends of the same to actuate the piston contained 
therein. - W 

Each bundle B is moved by the push plate 54 
toward the unloading end of the apparatus to be 
slidably received and supported on a pair of re 
tractable rails. To extending longitudinally of the 

Each 
of these retractable rails 70 is shown as sup 
ported on the inner extremities of a pair of slides 
7, each of these slides being slidably supported 
in a slideway 72 for movement transversely of the 
main frame 20 of the apparatus. One slideway 
72 of each pair of the same is shown as being 
mounted on the corresponding corner post 28 
and the other slideway of each pair is shown as 
being mounted on an intermediate vertical strut 
73, each of these struts T3 being secured at its 
upper end to the corresponding upper longitudi 
nal side beam 30 of the main frame and at its 
lower end to the corresponding lower longitudi. 
nal beam 32 thereof. 
Means are provided for projecting the rails; 

TO into operative position to receive the bundles, 
B from the push plate. 54 and for retracting these 
rails to an inoperative position. For this purpose. 
a horizontal longitudinal rock shaft 74 is jour 
naled on each side of the main frame 30 of the 
apparatus, and has a crank disk 75 fast to each 
end thereof. Each crank disk is provided with a 
crankpin 76 extending through a vertical slot 78 
provided in a riser 79 fast to the corresponding 
Slide TA. The rock shaft 4 can be Oscillated in 
any Suitable manner. For this purpose the pair 
of crank disks 75 at the center of the apparatus 
are each shown as provided with a crank pin 89, 
each of these crank pins being connected by a 
shipper rod 8 with one end of a bell crank lever 
82. This bell cranklever is shown as pivoted at 
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upper intermediate transverse frame bars 84. 
connecting the central parts of the longitudinal 
upper frame bars 30. The other end of the bell 
cranklever 82 is shown as connected by an ad 
justable link 85 with one end of a walking beam. 
86, this walking beam being pivoted at its center. 
to the upper intermediate transverse frame bars. 
84 in any suitable manner, as indicated at 88. 
The walking beam 86 is shown as actuated by a 
fluid pressure mechanism comprising a piston 
rod 89 pivotally secured to one end of the walking 
beam 86 and connected to a piston 90 in a cylinder 
9. The end of the cylinder 9, opposite that 
from which the piston rod 89 projects is shown 
as pivotally secured to the upper intermediate 
transverse frame bars 84 as indicated at 92. The 
cylinder 9 f is provided with lines. 93 and 94 for 
alternately introducing and relieving fluid under 
pressure from opposite ends of the same to actu 
ate the piston contained therein. 
The bundles B are guided in their movement 

along the retractable rails 79 and for this pur 
pose a guide plate.95 is arranged above each re 
tractable rail 70 and extends longitudinally 
thereof. Means are provided to move each guide 
plate 95 upwardly and outwardly to an inopera 
tive position. For this purpose each guide plate 
95 is fastened to the free ends of a pair of arms 
96, the opposite ends of which can be pivotally 
secured to the main frame 20 of the apparatus 
in any suitable manner, as indicated at 98. . . . 

In order to so swing the guide plates 95 up 
wardly and outwardly to an inoperative position, 
a shaft 99 is shown as arranged longitudinally 
along each side of the apparatus above the arms 
96 and journaled on the main frame 20 of the 
apparatus. Each of these shafts 99 carries a pair 
of disks 00, each of which has a crank pin of 
connected by a chain (02 with the free end of 
the corresponding arm 96, as best shown in Fig. 
12. The shafts 99 are interconnected adjacent 
the feed end of the apparatus by an adjustable 
cross chain 03 so as to rotate in opposite direc 
tions. One of the shafts 99 adjacent the unload 
ing end of the apparatus is provided With a hand 
wheel 04 and also a ratchet wheel iO5 which 
cooperates with a releasible pawl 106 for holding 
the guide plates 95 in the elevated inoperative 
position shown by dotted lines in Fig. 12. The 
pawl 106 is shown as being operated by an eccen 
tric hand lever 08. '- 

It is essential that each bundle B be cor 
rectly alined with the guide plates 95 before be 
ing pushed onto the retractable rails 70 by the 
push plate 54. This alinement is primarily ef 
fected by the stop plate 53 against which the ac 
celerating belt 40 pushes the leading end of each 
bundle B. However, to insure proper registry of 
the bundles B so stopped by the stop plate 53 
with the guide plate 95, it is desirable to prevent 
the bundle B from rebounding from the stop 
plate 53. 
To prevent retrograde movement of the bundles 

B after engaging the stop plate 53, a depressible 
backstop 109 is mounted for vertical movement in 
a bracket i O carried by the main frame 20 of 
the apparatus, as best shown in Fig. 5. This back 
stop is shown as arranged between the adjacent 
end rollers at the lines of rollers 36 and 52 and 
is formed to provided an inclined face if per 
mitting forward movement of the bundles B 
thereover and an abrupt stop face f2 which pre 
vents reverse movement of the bundle relative 
thereto. This backstop can be mounted for verti 
cal movement in any suitable manner, as by 

0 

15. 

20 

30 

35 

40 

45. 

50 

55 

60 

65 

70 

75 

6. 
means of a pair of depending posts. 3 slidingly, 
mounted for vertical movement in the bracket. 

0 and one of which can be provided with i.a. 
helical tension spring 4 normally urging the 
back stop. 109 into an elevated position in the path . 
of the passing line of wallboard. . . . . . . . . . . . 
After a predetermined number of the bundles 

Bhave accumulated on the retractable rails, 0,.. 
these rails are retracted so as to release the 
bundles and permit them to drop as a unitary: 
group. These bundles are received by a trans 
poratable supporting structure in the form of a. 
skid? 5 which is removably arranged on the ele 
vator platform 22. In order to insure proper : 
positioning of this skid it 5 upon the platform 22. 
an abutment plate. 6 is preferably provided on 
this platform. An empty skid. 5, can be placed 
upon the platform. 22 and the loaded skid re. 
moved from this platform in any suitable man 
ner as by means of the truck hoist f8 shown in 
broken lines in Fig. 16. In placing the skid on 
and removing it from the platform 22, the plat 
form is brought to floor level as shown in this. 
figure. . . . . . . . . . . . . . . . . . . . . 
The various mechanisms of the stacking: ap 

paratus as above described: are. Synchronized in 
their operation. So that a continuous line. Of Wall 
board bundles is received from the bundling mas 
chine and stacked upon the skid. 5. Referring. 
again to the line of Wallboard bundles B moved by 
the accelerating belt 40 against the stop plate 53, 
it will be noted, upon reference to Figs. 3 and 6, 
that when the leading end of each bundle B 
strikes the stop plate 53 it also strikes and moves 
a trip. lever 20 which extends through an open 
ing 21 in the stop plate 53 and is normally main 
tained in the projected position shown in Fig. 3 
by a spring. 22. This trip lever 20, when actu 
ated by the advance end of each.bundle B throws - 
the arm f23 of a normally open magnetic hold 
ing switch 24, this switch being of the type that 
remains closed as long as current is flowing 
through it. . Referring to the diagram, Fig. 19, 
this normally open magnetic holding switch is 
arranged across the sides 25 and 26 of the main 
power line and in series with a normally closed 
reversing switch 28 and a solenoid valve 29. 
This solenoid valve is so constructed that when 
energized it permits the flow of fluid from a line 
f30 to the line 68 leading to one end of the cylin 
der 64 and opens the line 66 from the opposite 
end of this cylinder to an exhaust or return line 
3. When de-energized, this solenoid valve 29 
connects the pressure line 30 with the cylinder. 
line. 66 and opens, the cylinder line 68 to the re 
turn or exhaust line 3: - 

Since, the reversing switch 26 is normally, 
closed it will be seen that when the advance end 
of the bundle B striking the lever 20 closes the 
normally open magnetic holding switch 24, the 
solenoid valve 29, is energized to admit fluid 
under pressure through the line 68 to the closed 
end of the cylinder 64 and thereby drive its piston 
63 and piston rod 62 outwardly, the fluid on the 
opposite side of the piston being relieved through 
a line 66 to permit this movement. This move 
ment of the piston rod 62, as best shown in Fig. 
7, advances: the push plate 54, this movement 
being effected through the linkage comprising 
the rock, arm 6, rock shaft 58, crank arm 59. 
and link. 60. This advancing movement of the 
push-plate 54 pushes the stopped bundle B hori 
Zontally onto the adjacent ends of the retractable 
rails 70. The advancing movement of the push 
plate 54 continues until the normally closed stop 
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switch 128 is opened. For opening this stop. 
switch at the end of the forward stroke of the 
push plate 54, the rock shaft. is provided with 
an arm 32 which, at the extreme end of the 
forward stroke of the push plate 54, engages and 
moves the arm 33 of this normally closed stop. 
SWitch, as best shown in Fig. li. When this 
normally closed stop switch 28 is so. opened by 
the arm 32 it de-energizes - the normally open 
magnetic holding switch 24, So as to permit this 
switch to resume its open condition, and also de 
energizes the Solenoid. Walve 29, 
energization of the solenoid valve the pressure. 
supply line 30 is connected with the line 66 of 
the cylinder 64 and the line 68 of this cylinder 
is connected to the exhaust. or return line 3, 
and hence it will be seen that the piston 63 and 
its piston rod 62 will be moved in reverse di 
rection to retract the push plate 54 to its 1hornal 
retracted position illustrated in Fig. 3 in which 
its operative face is in line With the operative 
face of the guide plate 38 so that the next. Suc 
ceeding bundle can be advanced along the roller's 
52 by the accelerating belt 40 into a position op 
posite the operative side of the push plate 54. 
As each wallboard bundle B. is pushed by the . 

push plate 54 onto the retractable rails 70, a line 
of these bundles B accumulates on these rails in 
side by side relation, this line being advanced as 
each new bundle is pushed onto these rails by 
the push plate 54. When a predetermined num 
ber of these bundles B, six being shown, so ac 
cumulates on the retractable rails 70, the lead 
ing edge of the foremost bundle reaches the ends 
of these retractable rails 70 at the unloading end 
of the apparatus. Upon reference to Figs. 8, 9. 
and 10, it will be noted that when the last or 
sixth bundle B of the line is being pushed onto 

, the retractable rails O. the leading edge of the 
first or foremost bundle B of this line strikes 
and moves a trip lever 35 which is fast to a. 
small cross shaft 36 suitably journalled. On one 
of the retractable rails 70 at the unloading end 
of the apparatus. This trip lever 35 normally 
projects up through a slot 38 in this retractable 
rail 70 and is yeildingly held in this upwardly 
projected position by a counterweight arm. 39 
fast to the shaft 36. The counterweight-arm 
engages the arm 40 of a normally open magnetic 
holding switch 41, this switch being of the type 
that remains closed as long as current is flowing 
through it. The trip lever 35, when depressed 
by the advance edge of the foremost bundle B of 
the line of bundles advancing along the retract 
able rails 70, moves the counterweight-arm f39. 
to throw the arm 40 of the normally open mag 
netic holding switch f4 to close-this switch. The 
normally open magnetic holding Switch is 
mounted on the same retractable rail. 70 which 
carries the trip lever 35. - - 

Referring to the diagram, Fig. 19, this normally 
open magnetic holding switch f4 is arranged 

Upon the de 
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mally open magnetic holding switch 4, the sole 
noid valve 43 is energized to admit fluid under 
pressure through the line 94 to the correspond 
ing end of the cylinder 9-f and thereby retract 
its piston 90 and piston rod 89, the fluid on the 
opposite side of the piston being relieved through 
line 93 to permit this movement. This move 
ment of the piston rod 89, as best shown in Figs. 
2 and 12, retracts the retractable rails 70, this 
movement being effected through the linkage 
comprising the walking beam 86, adjustable links 
85, bell crank levers 82, shipper rods 8, disks 
i5, crankpins 16, and slides Ti, which carry these 
retraetable rails 70. When the retractable rails 
70 are so retracted, the full line of bundles B con 
tained on these retractable rails drops onto the 
Skid f5 as a unitary group or layer, these bundles 
building up layer by layer on this skid until the 
Same is fully loaded. . . . -, ... : " --- 

After a full line or layer of the bundles B 
has been so dropped on the skid if 5 by this re 
traction of the retractable rails 70, the rails are 
immediately projected into their operative posi 
tion to receive the next bundle B from the push 
plate 54. For this purpose one of the disks 75, 
as best shown in Figs. 7 and 8, has a reversing 
lug 45 secured thereto. As the retractable rails 
it approach their fully retracted position (Fig. 
12), this reversing lug 45 strikes the arm 46 
of the normally closed reversing switch 42 and 
opens this switch. When this normally closed 
reversing Switch 42 is so opened by the reversing 
lug 145, it opens the circuit through the nor 
mally open magnetic holding switch 4 and also 
de-energizes the solenoid valve f43. Upon de 
energization of the solenoid valve 43, the pres 
Sure line f3() is connected with the line 93 of the 
cylinder 9f and the line 94 of this cylinder is 
connected to the exhaust or return line 44, and 
hence it Will be seen that the piston 90 and its 
piston rod 89 will be extended to advance the re 
tractable rails 70 to their normal inwardly pro 
jected position illustrated in Fig. 2, thereby to 
return these retractable rails to their operative 
position to receive successive lines of bundles ad 
Vanced thereon by the push plate 54. 
To facilitate removing loaded skids and placing 

unloaded Skids on the platform 22, it is desirable 
to hold the retractable rails 70 in their retracted 
inoperative position shown in Fig.12. To this end 
a manual SWitch 4 is shunted across the nor 
mally open magnetic holding switch 41 and re 
versing switch f42, as best shown in Fig.19. This 
manual Switch 47 is of any suitable type to re 
main either open or closed until manually oper 
ated and is illustrated in Figs. 1 and 19 as being 

60 

across the sides 25 and 26 of the main power 
line, and in series with a normally closed revers 
ing switch 42 and a solenoid valve f43. This 
solenoid valve is so constructed that when ener 

65. 

gized it permits the flow of fluid from the line 30 
to the line 94 leading to one end of the cylinder 
$f and opens the line 93 from the opposite end of 
this cylinder to an exhaust. or return line 44. 
Since at this time the reversing switch 42 is 
closed, it will be seen that when the advance edge: 
of the foremost bundle B of the line of these 
burdles advancing along the retractable rails. 7-0 

70 

of the double push button type. This switch 47 
is, of course, normally open and is only closed. 
: replace or remove the skid from the platform 
As each layer of bundles B is so dropped upon 

the skid 5 Supported by the elevator platform. 
22, the elevator platform is lowered a distance 
equal to the thickness of this layer so that each 
layer is dropped from the retractable rails 70 
an equal distance. For this purpose, as best. 
shown in FigS. 1 and 13, a bell cranklever 50 
is pivoted on the main frame 20 of the apparatus 
in any suitable manner so that one of its arms 
projects generally horizontally into the path of 
the layer of bundles B being dropped from the 
retractable rails 79. The bell crank lever 50 is 
shown as being arranged to engage one exposed. 
end of the last or sixth bundle of each line or 

strikes the trip lever 35 and closes the nor- 75 layer of bundles released by the retractable rails. 
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TO. The other arm of this bell Crank lever, en 
gages and operates the arm 5 of a normally 
open switch 52. 

Referring to the diagram, Fig. 19, this normally 
open switch is arranged across the sides 25 and 
26 of the main power line and in series With a 
normally closed solenoid valve 53. This solenoid 
valve is in the return line 26 from the plunger 
cylinder 24 supporting the plunger 23 of the ele 
wator, and it will therefore be seen that when the 
switch - 52 is closed the solenoid valve 53 is 
opened so as to permit the plunger 23 and plat 
form 22 to lower. Accordingly, when a layer of 
bundles B is released by the retractable rails 70, 
the last or sixth bundle of this layer strikes the 
bell crank lever 50 thereby to close the Switch 
f 52 and energize the normally closed Solenoid 
valve 53. Energization of the normally closed 
solenoid valve 53 opens this valve and permits 
fluid to escape from the plunger cylinder 24 and 
permits the elevator platform 22 to lower. The 
bell crank lever 50 is so disposed that the fall 
ing layer of bundles B engages the next proceed 
ing layer of bundles before the side of the last 
or sixth bundle disengages the operating arm 
of the bell cranklever 50. Accordingly, the low 
ering of the platform 22 is gradual and continu 
ous, this lowering continuing until the arm of the 
bell crank lever 50 is freed by the last or sixth 
bundle B, thereby permitting the bell cranklever 
50 to return to its normally projecting position 
and also the switch arm 5 to return to its nor 
mally open position as shown in Fig.1. 
Any suitable means can be provided for elevat 

ing the platform 22, such means being preferably. 
under manual control and being shown as Com 
prising a manual switch 55 arranged across the 
sides 25 and 26 of the main power line, as best 
shown in Fig. 19, and in series with a normally 
closed solenoid valve 56. This solenoid valve is 
arranged in the line 25 supplying operating fluid 
under pressure to the plunger cylinder 24 and it 
will therefore be seen that to raise the platform 
22 the operator closes the manual switch 55 
thereby to energize the normally closed Solenoid 
valve 56 and admit fluid under pressure to the 
plunger cylinder 24. The operator keeps the 
manual switch 55 closed, thus raising the 
plunger 23 and platform 22 until the desired ele 
vation of this platform is obtained. During this 
operation the solenoid valve 53 is in its normally 
closed position and accordingly fluid cannot 
escape through the line 26 while fluid is so being 
supplied by the supply line 25. It will be noted 
that raising the platform 22 with a fully loaded 
skid, thereon will not close the normally Open 
switch 52. Thus, even with a fully loaded skid 
| 5 on the platform 22, as the platform 22 is 
raised the last or sixth vertical stack of bundles 
on this skid merely swings the bell crank lever 
50 away from the switch arm 5 of the nor 
mally open switch 52 and hence during this 
rising movement of the platform 22 the Switch 
52 is not actuated. 

Operation 
While it is believed that the operation of the 

apparatus is clear from the above description, 
the operation is briefly summarized as follows: 
Assuming the platform 22 to be empty and at 

floor level (Fig. 16), the operator first places the 
empty skid if 5 upon this platform, using the 
hoist truck if 8 for this purpose, in such a posi 
tion that the inner end of the skid is against the 
vertical plate f f6 (Fig. 15) on this platform SO 
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as to properly alline the skid for receiving the suc 
cessive layers of bundles B dropped thereon. 
The operator then removes the hoist truck 8 
and closes the switch 55 (Fig. 19), thereby ener 
gizing the normally closed solenoid valve 56. 
The opening of this valve permits fluid under 
pressure to flow through the supply line 25 to the 
plunger cylinder 24, this fluid under pressure 
thereby raising the plunger 23 and platform 22. 
The operator holds the switch closed until the 
platform 22 is elevated a substantial distance 
above ground level and immediately below the 
bell crank lever 50, as shown in Figs. 1, 2 and 
13, this establishing the distance which the lay 
ers of bundles are dropped onto the skid 5. 
The operator then starts the bundling machine 

(not shown), and also closes the switch 47 (Fig. 
19), for the motor 45. The motor 45 (Fig. 3), 
through the reducer 46, chain drive 48 and shaft 
49, drives the drive roller 4 (Fig. 4) so as to 
drive the upper stretch 44 of the accelerating 
belt 40 in the direction of the arrow shown in 
Fig. 4. Accordingly, the leading bundle B in the 
line of bundles fed endwise by the bundling ma 
chine (not shown) onto the rollers 36 is engaged 
by the upper stretch 44 of the accelerating belt 
40, the leading bundle B being accelerated in its 
movement to separate it from succeeding bundles 
and moved endwise onto the rollers 52 and 
against the end plate 53. It will be noted that 
the backStop 09, is depressed by the leading 
bundle B passing thereover and released approxi 
mately when the advance end of the leading bun 
dle engages the stop plate 53, this release of the 
backstop 69 permitting it to rise and dispose its 
stop face 2 in abutting relation with the trail 
ing end of the leading bundle and thus prevent 
ing retrograde movement of the leading bundle. 
The line of bundles B SO advancing endwise on 

the rollers 36 are held in proper alinement by 
the guide plate 38 (Fig. 3) against which the 
bundles are urged by the rubber rollers 39. The 
bundles advancing endwise against the stop 
plates 53 are held in proper alinement on the 
rollers 52 by the push plate 54 which at this time 
has its operative face in allinement with the op 
erative face of the guide plate 38. 
The advance end of each bundle B striking the 

stop plate 53 also strikes the trip lever 20 which 
is normally maintained in the projected position 
shown in Fig. 3. This trip lever 20, when so 
actuated by the advance end of each bundle B 
throws the arm f23 (Fig. 6) of the normally open 
magnetic holding switch 24 (Fig. 19), thereby 
to close this normally open magnetic holding 
switch f24, this normally open magnetic hold 
ing SWitch remaining closed until its circuit is 
broken at another point. The closing of the nor 
mally open magnetic holding switch 24 permits 
current to flow through the Solenoid valve 29, 
the energization of which permits fiuid under 
pressure to flow from the supply line 30 into 
the line 68 to the cylinder 64 and also permits 
fluid to escape from the opposite end of the cyl 
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inder 64 through the line 66 to the exhaust line 
3. Accordingly, the piston 63 in the cylinder 
64 is driven to the left as viewed in Fig. 19 so as 
to project its piston rod 62. - 
This outward movement of the piston rod 62 

(Figs. 7 and 4) through the rock arm 6, rock 
shaft 58, crank 59 and link 60, moves the push 
plate 54 to the left as viewed in Fig. 7, this push 
plate being advanced, along the horizontal rails 
56 which guide the same to move in a horizon 
tal plane. This movement of the push plate 
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strips the foremost bundle B from the rollers 52 
and pushes the same onto the adjacent ends of 
the retractable rails 70. 
This movement of the rock shaft 58 in SO ad 

vancing the push plate 54 moves the arm. 32 
counterclockwise (Fig. 17) so as to engage and 
move the arm 33 of the normally closed re 
versing switch 28 and opening this switch (Fig. 
19) de-energizes the magnetic holding switch 
f 24, so as to permit this magnetic holding switch 
f24 to resume its normally open position, and 
also de-energizes the solenoid valve 29. De 
energization of this solenoid valve 29 reverses 
the relation of its inlet and outlet lines so that 
fluid under pressure is now admitted to the line 
66 from the supply line 30 and the line 68 is 
connected to the exhaust or return line 3. Ac 
cordingly, the piston 63 and its piston rod 62 are 
moved to the right as viewed in Fig. 19 so as to 
retract the piston rod 62. Retraction of the pis 
ton rod 62 (Figs. 7 and 4) effects a reversal or 
retracting movement of the push plate 54 
through the linkage comprising the rock arm 6, 
rock shaft. 58, crank 59 and link 60. This re 
verse movement of the push plate 54 continues 
until the piston 63 (Fig. 19) reaches the end of 
the cylinder 64, in which position the operative 
face of the push plate 54 is in allinement with 
the operative face of the guide plate 38 (Fig. 3). 
This reciprocation of the push plate 54 by the 

piston is rapid and is synchronized with the 
speed of the accelerating belt 40 so that the cycle 
of operation of the push plate 54 occurs before 
the next succeeding bundle is accelerated by the 
accelerating belt 4 into a position to be acted 
upon by the push plate 54. The lateral displace 
ment by the push plate Sá of the succeeding bun 
diles continues until a given number of bundles 
are arranged abreast of each other on the re 
tractable rails 70. In the present showing, the 
retractable rails 79 are designed to accommo 
date six bundles. As the sixth bundle is pushed 
onto the retractable rails 0 by the push plate 
54, the leading end of the first of the line of bun 
diles on the retractable rails engages and de 
presses the trip lever 35 (Figs. 3 and 9). This 
movement of the trip lever 35 through its coun 
terweight arm 39 (Fig. 11) actuates the switch 
arm 4 to close the normally open magnetic 
holding Switch 4, thereby to close this nor 
Inally open magnetic holding Switch 4f Which 
remains closed until its circuit is broken at an 
other point. The closing of the normally open 
magnetic holding switch 8 (Fig. 19) permits 
current to flow through the Solenoid valve 43, 
the energization of which permits fluid under 
preSSure to fioW from the Supply line 3 into 
the line 94 to the cylinder 9, and also permits 
fluid to escape from the closed end of the cylin 
der 9 through the line 93 to the exhaust line 
fA4. Accordingly, the piston 90 is driven toward 
the closed end of the cylinder to retract its pis 
ton rod 89. 
This retracting movement of the piston rod 

89 through the walking beam 8s (Figs. 2 and 12), 
adjustable links 85, bell crank levers 82, and 
shipper rods 8 , rotates the disks 75 on the rock 
shaft a. and moves the crank pins 76 outwardly 
and upwardly. This movement of these crank 
pins 76 moves the slides 7 in the slideways 72 
outwardly so as to withdraw the retractable rails 
T0 from their supporting position under the mar 
ginal portions of the full line of bundles B sup 
ported by these rails. This permits the full line 
of bundles B supported by these rails to drop or 
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fall as a unitary group-upon the skid 5 ar 
ranged therebelow and forming the first layer 
thereon. 

After a full line or layer of the bundles B. has 
been so dropped on the skid 5 by this retrac 
tion of the retractable rails 70, the rails are in 
mediately projected into their operative position 
to receive the next bundle B from the push plate 
54. For this purpose, during the final retract 
ing movement of the retractable rails 70, the re 
versing lug 45. (Fig. 8) on one of the crank disks 
75 strikes the arm 46 of the normally closed 
reversing Switch. 42. (Fig. 19), and opens... the 
switch. This Opening of the normally closed 
reversing Switch 42 opens the circuit through 
the closed magnetic holding switch 4 , so as to 
permit this magnetic holding switch to resume its 
normal open condition and also de-energizes the 
Solenoid valve 43. Upon de-energization of the 
Solenoid valve 43 the pressure line i3 is con 
nected with the line 93 of the cylinder 9, and 
the line 94 of the cylinder is connected to the ex 
haust, or return line A44 and hence it will be seen 
that the piston 90 is moved to extend its piston 
rod 89 from the cylinder 9. This extending 
novernent of the piston red 89 (Figs. 2 and 12), 
through the linkage. comprising the Walking beam 
86, adjustable links 85, bell crank levers 82, ship 
per-rods. 8d, disks 75 and rock shaft 4 causes 
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the crankpins to Swing down Wardly and in Ward 
ly. This moves the slides. If carrying the re 
tractable rails is inwardly so as to return these 
retractable rails to their normally inwardly 
projected position illustrated in Fig. 2, thereby 
to return these retractable rails to their opera 
tive position to receive. Successive bundles ad 
vanced thereon by the push plate 54. 
As each layer of bundlies B is So deposited upon 

the skid. 5, the elevator platform 22 is lowered 
a distance equal to the thickness of this layer. 
This is accomplished by the eXposed longitudinal 
end of the last or sixth bundle of each layer en 
gaging and holding the bell crank lever 50 (Figs. 
i, 3 and 13), this bell crank lever being arranged 
immediately below the retractable rails 70 so that 
each layer of bundles B comes to rest, on the skid 

5 before the side of the last or sixth bundle 
disengages. the operating arm of this bell crank 
lever. This bell crank lever is thereby moved and 
held so as to move the switch arm 51 and hold 
the normally open switch 52 in its closed posi 
tion. The closing of the switch. 62 (Fig. 19) per 
mits current to flow through and energizes the 
normally closed solenoid valve 53, thereby open 
ing the Solenoid waive and permitting fluid to es 
cape: from the plungers cylinder 24 through the 
line-26 and permitting the elevator platform 22 to 
lower. The lowering of the platforn 22 continues 
u13til the last or sixth bundle of the dropped layer 
of bundles disengages the beli crank lever 5, 
this permitting the bell crank lever to resume its 
normal position projecting in the path of the next 
Succeeding layer of bundles to be dropped. When 
the bell crank lever So returns to its normal posi 
tion, the switch 52 opens to de-energize the nor 
mally closed solenoid valve 53 (Fig. 19), there 
by closing the Solenoid valve and preventing fur 
ther escape of the fluid from the plunger cylinder 
24 through the line 25 and retaining the platform 
22 at an elevation lower by a distance correspond 
ing to the thickness of the layer of bundles de 
posited on the skid. "This depositing of successive 
layers of bundles B upon the skid 5 and the 
step-by-step lowering of the platform 22 con 
tinues until a full load of bundles has been de 
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posited on the skid. It will be noted that these 
bundles are deposited in six contiguous columns 
or stacks (Fig. 16). . 
When a full load of bundles has been deposited 

upon the skid it 5, the operator stops the bun 
dler (not shown) thereby to cut off the line of 
bundles being fed to the apparatus and discon 
tinuing the automatic operations above described. 
The operator then throws the switch 47 to its 
closed position, this closing a circuit through the 
Solenoid valve 43 (Fig. 19). The closing of this 
solenoid valve 43 permits fluid to flow from the 
supply line 30 through line 94 to one end of the 
cylinder 9 and permits fluid to escape from the 
opposite closed end of the cylinder 9 through 
the line 93 to the exhaust or return line 44. 
This retracts the piston rod 89 and, through the 
linkage comprising the Walking beam 86 (Figs. 2 
and 12), adjustable links 85, bell crank levers 82, 
shipper rods 81, disks 75 and rock shafts 74, 
moves the crank pins 76 outWardly and upwardly. 
This moves the slides 7 outwardly thereby to 
move the retractable rails 70 carried thereby to 
the outwardly retracted inoperative position 
shown in Fig. 12. 
The operator then turns the hand. Wheel f4 in 

a 'clockwise direction as viewed in Fig. 2, thus 
turning the two shafts 99 which are cross 
connected by the chains 03. This rotation of 
these shafts 99 (Fig. 12) winds up the chains 02 
so as to lift the guide plates 95 carried by the 
arms 96, these arms 96 swinging about their piv 
otal connections 98 with the main frame of the 
apparatus. These guide plates 95 and their sup 
porting arms are moved to the approximate posi 
tion shown by dot-dash lines in Fig. 12 and are 
retained in this position by the pawl fos engaging 
the ratchet Wheel 05 on One of the shafts 99 
(Fig. 18). 
In the fully loaded position of the skid 5 the 

platform 22 has been lowered a substantial dis 
tance below floor level and hence it is necessary 
for the operator to raise this platform to floor 
level in order to remove the skid. To so raise the 
platform the operator closes the manual switch . 
55 so as to energize the normally closed sole 

noid valve 56 (Fig. 19). Energization of this 
Solenoid valve permits fluid to flow into the line 
25 and bottom of the plunger cylinder 24 thereby 
to elevate the plunger 23 and platform 22 carried 
thereby. It will be noted that the solenoid valve 
53 is closed at this tim3 so that fluid cannot es 

cape from the plunger cylinder 24 while fluid is 
being admitted through line 25. When the plat 
form 22 reaches floor level the operator opens the 
switch 55 so as to de-energize the solenoid valve 
56 and cut off the flow of fluid to the plunger 

cylinder 24. 
The operator then places the hoist truck 8 

under the loaded skid f5, lifts this skid and re 
moves it from the platform 22. The operator 
then replaces an empty skid 5 upon the plat 
form 22, placing this skid against the plate 6 as 
previously described. - 
The operator then closes the switch 55 (Fig. 

19) so as to energize the normally closed sole 
noid valve 56. This permits fluid to flow from 
the supply line through the line 25 to the bottom 
of the plunger cylinder 24 and thereby elevate 
the plunger 23 and elevator platform 22 carried 
thereby. This energization of the solenoid valve 
f56 is continued until the platform is raised to 
approximately the level shown in Figs. 1 and 2, 
this position being such that the upper surface 
of the skid if 5 is immediately below the bell crank 
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lever 50 (Fig. 13) and hence in position to be 
properly actuated by the first layer of bundles B 
falling upon the skid. 
The operator then swings the hand lever 08 

from the full to the dotted line position shown in 
Fig. 18, this camming the pawl 06 free from the 
ratchet wheel fo5 and permitting the guide plates 
95 to be lowered from the broken line position 
to the full line position shown in Fig. 12. After 
the guide plates 95 have So been restored to their 
full line operative position shown in Fig. 12, the 
operator throws the lever 08 to the full line posi 
tion shown in Fig. 18, thereby to restore the pawl 
06 in engagement with the ratchet wheel 05. 
The operator then throws the switch 47 to its 

open position (Fig. 19) thereby de-energizing the 
Solenoid valve 43. In this de-energized position 
of the solenoid valve 43, fluid from the supply 
line 30 is permitted to flow through the line 93 
into the closed end of the cylinder 9, this sole 
noid valve also permitting fluid to be relieved 
from the opposite end of this cylinder through 
the line 94 and exhaust or return line 44. In 
troduction of fluid to the closed end of the cylin 
der 9 extends the piston rod 89 and returns the 
retractable rails 70 to their inwardly projected 
operative position shown in Fig. 2 in the manner 
previously described. 
The apparatus has now been restored to the 

condition originally assumed and the cycle of 
Operation is repeated. 

It will be noted that the apparatus can be 
moved by first lifting the pins 29 (Figs. 1 and 2) 
and placing the apparatus on a hoist truck or the 
like to transport the apparatus to another loca 
tion. This is an important feature of the in 
vention since in the manufacture of wallboard 
different sizes of wallboard are run at different 
times and by having the entire apparatus portable 
another similar apparatus can readily be installed 
in its place to handle a different size wallboard. 

It is obvious that the apparatus embodying the 
present invention can be used to stack individual 
wallboard panels as Well as bundles of Such 
panels as heretofore illustrated and described. 
Accordingly, the expression “wallboard panels 
and the like' as used in the accompanying 
claims is meant to include both individual wall 
board panels as well as bundles thereof, and all 
other types of panels which are relatively large 
and heavy and difficult to handle manually. 
From the foregoing it will be seen that the 

present invention provides an apparatus for auto 
matically stacking wallboard or the like and 
which accomplishes the many objects heretofore 
Set forth. It is intended, of course, that this in 
vention should not be limited to the specific em 
bodiments disclosed herein, since modifications 
may be made, and it is contemplated, therefore, 
by the appended claims to cover any such modi 
fications as fall within the true spirit and scope of 
this invention. 

I claim: 
1. Apparatus for stacking wallboard panels and 

the like in a plurality of contiguous columns, 
comprising a conveyor adapted to convey a suc 
cession of Said panels, support means arranged 
adjacent said conveyor to movably receive from 
Said conveyor and support in a horizontal plane 
a plurality of Said panels in side by side relation 
and movable to release any panels supported 
thereby, a second conveyor successively trans 
ferring individual panels from said first conveyor 
to said Support means whereby successive panels 
So transferred to said support means move pre 
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ceding panels along said support means in a hori 
zontal plane, and means actuated in response to 
the accumulation of a predetermined number of 
said panels on said support means and moving 
said support means to release said predetermined 
number of panels and permit them to fall by 
gravity as a unitary group. 

2. Apparatus for stacking wallboard panels and 
the like in a plurality of contiguous columns, Con 
rising a conveyor adapted to convey a Succession 
of said panels in a horizontal plane, a horizon 
tal support means arranged adjacent said con 
veyor to movably receive from said conveyor and 
support in a horizontal plane coplanar with said 
first mentioned horizontal plane a plurality of 
said panels in side by side relation and movable 
to release any panels supported thereby, a second 
conveyor movable in a horizontal plane and Suc 
cessively transferring individual panels from Said 
first conveyor to said support means whereby 
successive panels so transferred to said Support 
means move preceding panels along said Support 
means and remain in said coplanar horizontal 
plane while being transferred by said second con 
veyor, and means moving said support means to 
release the panels supported thereby when a pre 
determined number of Said panels have accumu 
lated thereon to permit said predetermined num 
ber of said panels to fall by gravity as a unitary 
grOup. 

3. Apparatus for stacking wallboard panels 
and the like in a plurality of contiguous columns, 
comprising a conveyor adapted to convey a suc 
cession of said panels in a horizontal plane, a 
horizontal support means arranged adjacent said 
cOnveyor to movably receive from Said conveyor 
and Support in a horizontal plane coplanar with 
said first mentioned horizontal plane a plurality 
of said panels in side by side relation and movable 
to release any panels supported thereby, a second 
conveyor intermittently movable in a horizontal 
plane and in a direction transverse of the direc 
tion of movement of said panels on said first con 
veyor to successively transfer individual panels 
from said first conveyor to said Support means 
whereby successive panels so transferred to said 
support means move preceding panels along said 
support means and remain in Said coplanar hori 
zontal plane while being transferred by said sec 
ond conveyor, and means moving said Support 
means to release the panels supported thereby 
when a predetermined number of said panels have 
accumulated thereon to permit said predeter 
mined number of said panels to fall by gravity 
as a unitary layer. - - 

4. Apparatus for stacking wallboard panels and 
the like in a plurality of columns, comprising a 
conveyor adapted to convey a succession of said 
panels, a pair of spaced horizontal retractable 
rails arranged adjacent said conveyor and adapt 
ed to receive a plurality of said panels from said 
conveyor and to engage said panels along their 
marginal portions, a second conveyor successively 
transferring said panels from said first conveyor 
to said rails, and means for retracting said rails 
to release the panels supported thereby When a. 
predetermined number of said panels have ac 
cumulated thereon to permit said predetermined 
number of said panels to fall by gravity as a uni 
tary group. 

5. Apparatus for stacking wallboard panels and 
the like in a plurality of columns, comprising a 
conveyor adapted to convey a succession of said 
panels, a pair of horizontally spaced horizontal 
retractable rails arranged adjacent said conveyor 
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and adapted to slidingly receive a plurality of said 
panels from said conveyor and to engage the un 
derside of said panels along their marginal por 
tions, a guide plate associated with each of said 
rails to maintain the alinement of said panels in 
their sliding movement along said rails, a second 
conveyor successively transferring Said panels 
from said first conveyor to Said rails, and means 
actuated in response to the accumulation of a 
predetermined number of said panels on said rails 
for retracting and returning Said rails to release 
said predetermined number of said panels and to 
permit them to fall by gravity as a unitary group. 

6. Apparatus for stacking Wallboard panels 
and the like in a plurality of columns, comprising 
a horizontal conveyor adapted to convey a Suc 
CeSSion of Said panels, a horizontal Support ar 
ranged adjacent said conveyor and adapted to 
receive Successively a plurality of said panels , 
from said conveyor, a pusher independent of said 
support and arranged adjacent one side of said 
conveyor and reciprocable horizontally acroSS 
said conveyor toward and from said Support, 
power actuated means Synchronized with the 
movement of said panels along Said conveyor and 
arranged to reciprocate said pusher to Succes 
Sively transfer said panels from Said conveyor to 
said support, and means actuated in response to 
the accumulation of a predetermined number of 
said panels on Said Support to move Said Support 
to release said predetermined number of panels. 

7. Apparatus for stacking Wallboard panels 
and the like in a plurality of columns, comprising 
a horizontal conveyor adapted to convey a Suc 
cession of Said panels, a horizontal Support ar 
ranged adjacent said conveyor and adapted to re 
ceive Successively a plurality of said panels from 
Said conveyor, a pusher arranged adjacent one 
side of said conveyor and reciprocable horizon 
tally across said conveyor toward and from said 
Support, means for separating the leading one of 
said succession of panels from Succeeding panels 
therein, means stopping the forward movement 
of Said leading panel on said conveyor opposite 
the operative side of said pusher, power operated 
means actuated in response to the stopping of 
Said leading panel and arranged to reciprocate 
Said pusher to transfer said leading panel from 
Said conveyor to Said support, and means actu 
ated in response to the accumulation of a pre 
determined number of said panels on said support 
to move Said support to release said predeter 
mined number of panels. 

8. Apparatus for Stacking wallboard panels and 
the like in a plurality of columns, comprising a 
horizontal conveyor adapted to convey a suc 
cession of Said panels, a horizontal support ar 
ranged adjacent said conveyor and adapted to re 
ceive successively a plurality of said panels from 
Said conveyor, a pusher arranged adjacent one 
side of said conveyor and reciprocable horizon 
tally acroSS said conveyor toward and from said 
Support, means for separating the leading one 
of said succession of panels from succeeding 
panels therein, a stop engageable by Said lead 
ing panel to stop the same in a position opposite 
the operative side of said pusher, means prevent 
ing retrograde movement of said leading panel 
after engaging said stop, power actuated means 
arranged to reciprocate Said pusher to transfer 
said leading panel from Said conveyor to said 
Support, and means actuated in response to the 
accumulation of a predetermined number of said 
panels on Said Support to move said Support to 
release said predetermined number of panels. 
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9. Apparatus for stacking wallboard panels and 
the like in a plurality of columns, comprising a 
horizontal conveyor adapted to convey a Suc 
cession of said panels, a horizontal Support ar 
ranged adjacent said conveyor and adapted to re 
ceive successively a plurality of said panels from 
said conveyor, a pusher arranged adjacent One 
side of said conveyor and reciprocable horizOn 
tally across said conveyor toward and from said 
support, means accelerating the leading one of 
said succession of panels to separate it from Suc 
ceeding panels therein, means stopping the for 
ward movement of said leading panel on said con 
veyor opposite the operative side of said pusher, 
power actuated means arranged to reciprocate 
said pusher to transfer said leading panel from 
Said conveyor to said Support, and means actu 
ated in response to the accumulation of a pre 
determined number of said panels on said sup 
port to move said support to release said pre 
determined number of panels. 

10. Apparatus for stacking wallboard panels 
and the like in a plurality of columns, compris 
ing a horizontal conveyor adapted to convey a 
Succession of said panels, guide means adjacent 
One side of Said conveyor and guiding said panels 
in their movement along said conveyor, a hori 
ZOntal support arranged adjacent said conveyor 
and adapted to receive a plurality of said panels 
in side by side relation from said conveyor, a 
pusher arranged adjacent said one side of Said 
conveyor and reciprocable horizontally across 
said conveyor toward and from Said Support, 
means for separating the leading one of Said Suc 
cession of panels from succeeding panels therein, 
means stopping the forward movement of said 
leading panel on said conveyor opposite the Oper 
ative side of said pusher and in line with said 
support, power actuated means arranged to re 
ciprocate said pusher to Successively transfer said 
panels from said conveyor to said support, and 
means actuated in response to the accumulation 
of a predetermined number of said panels on said 
support to move said support to release said pre 
determined number of panels. 

11. Apparatus for stacking wallboard panels 
and the like in a plurality of columns, Compris 
ing a horizontal conveyor adapted to convey a 
succession of said panels, guide means associated 
with said conveyor for guiding said panels in 
their movement along said conveyor and includ 
ing a stationary guide plate adjacent one side of 
said conveyor, a pair of spaced horizontal re 
tractable rails arranged adjacent said Conveyor 
and adapted to receive a plurality of Said panels 
in side by side relation from said conveyor and 
to engage said panels along their marginal por 
tions, a push plate arranged adjacent one side of 
said conveyor in allinement with said guide plate 
and reciprocable toward and from Said rails, 
means accelerating the leading one of said suc 
cession of panels to separate it from Succeeding 
panels therein, a stop plate adjacent one of said 
rails and engageable by said leading panel to stop 
the same in a position opposite the operative 
side of said push plate, means preventing 
retrograde movement of said leading panel after 
engaging said stop, means reciprocating said push 
plate to transfer said leading panel from Said 
conveyor to said rails, and means for retracting 
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said rails to release the panels Supported there 
by when a plurality of said panels have accumu 
lated thereOn. 

12. Apparatus for stacking wallboard panels 
and the like in a plurality of columns, comprising 75 
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a horizontal conveyor adapted to convey a Suc 
cession of said panels, guide means associated 
with said conveyor for guiding said panels in their 
movement along said conveyor and including a 
stationary guide plate adjacent one side of Said 
conveyor, a pair of spaced horizontal retractable 
rails arranged adjacent said conveyor and adapt 
ed to receive a plurality of said panels in side by 
side relation from Said conveyor and to engage 
said panels along their marginal portions, a push 
plate arranged adjacent one side of said conveyor 
in allinement with said guide plate and recipro 
cable toward and from Said rails, means acceler 
atting the leading One of said Succession of panels 
to separate it from Succeeding panels therein, a 
stop plate adjacent one of said rails and engage 
able by said leading panel to stop the same in a 
position opposite the operative side of Said push 
plate, means preventing retrograde movement of 
said leading panel after engaging said stop, means 
actuated in response to the engagement of said 
leading panel with said stop plate and reciprocat 
ing said push plate to transfer said leading panel 
from said conveyor to said rails, and means a C 
tuated in response to the accumulation of a pre 
determined number of said panels on said rails 
and retracting said rails to release said predeter 
mined number of panels and permit them to fall 
by gravity. 

13. Apparatus for stacking wallboard panels 
and the like in a plurality of columns, comprising 
a horizontal conveyor adapted to convey a suc 
cession of said panels, guide means associated 
with said conveyor for guiding said panels in 
their movement along said conveyor and includ 
ing a stationary guide plate adjacent one side of 
Said conveyor, a pair of Spaced horizontal re 
tractable rails arranged adjacent said conveyor 
and adapted to receive a plurality of Said panels 
in side by side relation from said conveyor and to 
engage said panels along their marginal por 
tions, a push plate arranged adjacent one side 
of said conveyor in allinement with said guide 
plate and reciprocable toward and from said 
rails, means accelerating the leading One of Said 
Succession of panels to separate it from Succeed 
ing panels therein, a stop plate adjacent one of 
Said rails and engageable by Said leading panel 
to stop the same in a position opposite the oper 
ative side of Said push plate, means preventing 
retrograde movement of said leading panel after 
engaging said stop, means actuated in response 
to the engagement of said leading panel with said 
stop plate and reciprocating said push plate to 
transfer said leading panel from said conveyor to 
Said rails, and means actuated in response to the 
movement of said leading panel along said rails 
and retracting said rails to release a predeter 
mined number of said panels accumulated on said 
rails and permit them to fall by gravity. 

ALBERTA JEFFREY, 
Eacecutriac of the Estate of Douglas C. Jeffrey, 
Deceased. 
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