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Description 

Background  of  the  invention 
The  present  invention  relates  very  generally  to 

an  apparatus  for  weighing  material,  and  pertains, 
more  particularly,  to  an  apparatus  for  separately 
weighing  contributions  of  material  from  multiple 
streams  thereof  and  carrying  out  this  separate 
weighing  using  a  common  scale. 

In  the  printing  process,  and  in  other  production 
processes,  particularly  where  a  continuous 
supply  of  material,  such  as  paper  from  a  roll  is  fed 
through  a  printing  press,  it  is  desired  to  maintain 
an  accurate  count  of  the  products  from  the  pro- 
duction  process.  As  long  as  all  of  the  products 
from  the  process  are  usable,  in  the  case  of  the 
printing  process,  the  count  is  equal  to  the  number 
of  revolutions  of  the  printing  press.  However,  it 
typically  happens  that  in  the  course  of  carrying 
out  the  process,  some  of  the  products  or 
materials  are  spoiled  for  one  reason  or  the  other 
and  must  be  discarded.  Thus,  the  total  count  of 
press  impressions  is  no  longer  a  measure  of  the 
total  count  of  good  product  produced.  It  is  and 
has  been  thus  necessary  either  to  count  the  good 
product  independently,  or  to  maintain  an  accurate 
accounting  of  the  number  of  products  discarded, 
so  that  this  number  can  be  subtracted  from  the 
known  total  count  to  obtain  an  accurate  figure  for 
the  net  "good"  count. 

A  common  method  for  counting  "good"  pro- 
ducts  or  materials  from  a  printing  press  is  with 
the  use  of  two  counters.  One  of  these  is  a  gross 
counter  which  counts  every  revolution  of  the 
press  whether  a  "good"  product  is  produced  or 
whether  the  product  is  to  be  discarded.  The  other 
counter  is  a  net  counter.  The  net  counter  can  be 
turned  on  and  off  by  the  press  operator,  in 
accordance  with  whether  he  thinks  the  copies 
being  made  are  acceptable  or  not.  The  problem 
with  this  technique  is  that  it  is  subject  to  error  as 
the  operator  may  be  unaware  that  the  press  has 
started  to  produce  copies  that  should  be  dis- 
carded  and  therefore  the  operator  may  fail  to  set 
the  counter.  It  is  typical  that  when  the  defect  is 
discovered,  that  the  operator  may  estimate  the 
number  in  order  to  prevent  the  necessity  of 
restarting  the  net  counter  when  good  copies  are 
again  produced. 

To  overcome  the  aforementioned  problem, 
ratio  scales  have  been  employed  to  measure  the 
number  of  signatures  (impressions  or  sheets  in 
the  case  of  paper)  discarded.  The  number  so 
determined  is  subtracted  from  the  gross  count  to 
obtain  a  more  accurate  net  count.  Alternatively, 
when  the  number  of  signatures  discarded  is 
determined  from  the  ratio  scale,  this  may  be 
added  to  the  required  number  of  "good"  counts 
in  order  to  determine  the  gross  counter  reading  at 
which  the  press  is  to  be  stopped.  Although  this 
technique  is  somewhat  of  an  improvement,  it  is 
still  subject  to  human  error  because  of  the 
bookkeeping  involved.  Also,  because  one  printing 
press  typically  produces  up  to  four  different  pro- 
ducts  at  one  time,  the  bookkeeping  becomes 

particularly  complicated.  Also,  the  bookkeeping 
or  record  keeping  is  complicated  by  virtue  of  the 
fact  that  usually  only  one  scale  is  used  to  measure 
the  waste  paper  from  several  deliveries  of  the 

5  same  press. 
Another  technique  that  is  employed  involves 

the  use  of  separate  scales  for  each  product. 
However,  this  technique  requires  substantial  floor 
space  and  is  also  very  expensive  to  implement. 

10  Still  another  common  technique  is  to  employ  one 
scale  but  with  multiple  operator  buttons  such  as 
four  operator  buttons  to  allow  the  pressman  to 
enter  which  printing  stream  the  last  weight  came 
from.  This  technique  require  too  much  operator 

15  involvement  and  slows  the  process  since  several 
people  may  be  depositing  sheets  at  one  time.  A 
variation  of  these  techniques  uses  a  small  scale  or 
scales  to  weight  the  individual  bundles  before 
they  are  deposited  in  the  central  bin.  This  vari- 

20  ation  has  all  the  above-mentioned  problems  and 
further  requires  an  extra  step. 

In  EP  —  A2  —  111805  published  27  June  1984 
there  is  described  a  method  and  associated 
apparatus  for  separately  weighing  contributions 

25  of  material  from  multiple  streams  thereof,  using  a 
common  scale.  In  this  earlier  application  there  is 
provided  a  plurality  of  separate  means,  each  for 
the  temporary  storage  of  a  quantity  of  the 
material  that  is  to  be  weighed.  The  apparatus  also 

30  comprises  means  for  sequentially  releasing  the 
material  from  the  respective  separate  means  for 
storing  so  as  to  enable  delivery  thereof  to  the 
common  scale  means.  This  is  accomplished 
under  electronic  control,  including  means  respon- 

35  sive  to  the  scale  reading  for  sensing  increments  in 
scale  weight  for  each  respective  release  of 
material.  Also  this  technique  is  an  effective  way  of 
weighing  materials  from  separate  streams  using 
a  common  scale,  the  releasing  step  is  carried  out 

40  automatically  and  cyclically  and  thus  there  are 
instances  wherein  a  releasing  step  takes  place 
even  though  there  is  no  material  at  the  station  to 
be  released. 

Accordingly,  it  is  an  object  of  the  present 
45  invention  to  provide  an  improved  apparatus  for 

separately  weighing  contributions  of  material 
from  multiple  streams  in  which  each  separate 
weighing  takes  place  upon  operator  command 
rather  than  on  a  sequential  or  cyclic  basis. 

so  A  further  object  of  the  present  invention  is  to 
provide  an  apparatus  for  separately  weighing 
contributions  of  material,  typically  in  sheet  form 
from  a  printing  press,  from  multiple  streams 
thereof,  and  providing  this  weighing  with  a 

55  common  scale. 
Another  object  of  this  invention  is  to  provide  an 

apparatus  for  registering  accurate  "good"  counts 
for  each  of  multiple  press  deliveries  using  a 
common  scale. 

so  A  further  object  of  the  present  invention  is  to 
provide  an  improved  apparatus  for  weighing 
material  in  accordance  without  the  preceding 
objects  and  in  which  the  method  is  carried  out 
with  the  need  for  manual  recording  keeping  or 

65  manual  entry  of  data. 
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Still  another  object  of  the  present  invention  is  to 
provide  an  improved  apparatus  for  weighing 
materials  from  multiple  streams  with  a  common 
scale  and  wherein  the  apparatus  is  safe  to  oper- 
ate,  jamproof,  accurate  in  operation,  and  easy  to 
maintain. 

Summary  of  the  invention 
To  accomplish  the  foregoing  and  other  objects 

of  this  invention  there  is  provided  in  accordance 
with  one  aspect  of  the  invention,  apparatus  for 
weighing  material  from  multiple  streams  with  a 
common  scale  as  defined  in  claim  1.  This 
apparatus  comprises,  in  addition  to  common 
scale  means,  means  responsive  to  the  scale 
means  for  sensing  increments  in  scale  weight 
associated  with  each  respective  stream.  The 
material  that  is  being  weighed  is  delivered  by 
workers  or  operators  along  multiple  respective 
routes  to  the  common  scale  bin.  In  the  embodi- 
ment  described  herein,  the  material  may  be  in  the 
form  of  paper  used  in  a  printing  process  and  the 
weighing  may  be  of  spoiled  product.  The 
apparatus  of  this  invention  also  comprises  means 
worker  initiated,  to  provide  enabling  signals 
respectively  associated  with  the  multiple  routes, 
and  meaiis  responsive  to  the  means  for  sensing 
increments  and  to  these  enabling  signals  for 
providing  a  plurality  of  separate  counts  corre- 
sponding  to  weight  for  each  respective  route. 
More  particularly,  weight  additions  are  identified 
as  to  source  by  the  operator  operating  any  one  of 
a  number  of  different  devices.  For  example,  there 
may  be  associated  with  the  bin,  three  different 
routes,  with  each  having  a  pushbutton  associated 
therewith,  which  button  is  depressed  sub- 
stantially  concurrently  with  the  addition  of  the 
material  by  the  worker  or  operator.  In  alternate 
embodiments,  instead  of  pushbuttons,  there  may 
be  provided  floor  pads  with  switches  therein 
upon  which  the  operator  stands.  Another  embodi- 
ment  may  employ  a  photodetector  that  indicates 
on  which  route  the  operator  is  approaching.  Thus, 
when  the  operator  picks  up  waste  from  one 
delivery,  he  approaches  the  waste  bin  and  scale 
on  a  predetermined  route,  thus  actuating  one  of 
these  means  that  is  worker  initiated.  The  elec- 
tronics  of  the  system  which  includes  a  computer 
utilizes  this  route-of-approach  information  in 
determining  which  delivery  with  which  to  asso- 
ciate  the  increment  of  waste  just  received.  The 
means  for  sensing  increments  in  scale  weight 
may  comprise  a  difference  means  or  a  different 
circuit  having  an  output  count  or  magnitude 
corresponding  to  the  different  weight  between  a 
present  scale  weight  and  the  next  scale  weight. 
Preferably,  means  are  provided  for  converting  the 
weight  factor  sensed  to  a  count  that  corresponds 
to  the  number  of  pieces  of  material  released  in  a 
batch.  There  is  provided  a  means  for  totaling 
counts  so  as  to  display  a  count  indicating  total 
pieces  weighed  per  stream.  The  aforementioned 
enabling  signal  determines  which  of  the  counters 
and  associated  displays  is  incremented. 

Brief  description  of  the  drawings 
Numerous  other  objects,  features  and  advan- 

tages  of  the  invention  should  now  become 
apparent  upon  a  reading  of  the  following  detailed 

5  description  taken  in  conjunction  with  the  accom- 
panying  drawing,  in  which: 

Fig.  1  is  a  perspective  view  showing  the  control 
console,  scale  electronics,  and  associated  scale 
with  scale  bin  in  connection  with  the  preferred 

10  embodiment  described  herein  in  which  deliveries 
to  the  common  bin  occur  along  predetermined 
routes; 

Fig.  2  is  a  schematic  plan  view  showing  the  use 
of  floor  mats  with  switches  for  providing  an 

15  indication  of  passage  by  an  operator  worker 
along  a  route; 

Fig.  3  is  a  schematic  plan  view  of  an  alternate 
embodiment  employing  photodetectors  in  place 
of  the  floor  mats  shown  in  Fig.  2; 

20  Fig.  4  is  a  block  diagram  associated  with  the 
invention  showing  the  electronics  involved  in 
providing  total  weight  displays;  and 

Fig.  5  is  a  simplified  block  diagram  showing  the 
manner  in  which  the  pushbutton  technique 

25  couples  with  the  circuitry  of  Fig.  4. 

Detailed  description 
Referring  now  to  the  drawing.  Figure  1  shows 

an  embodiment  of  the  invention  in  which  the 
30  recording  of  which  stream  the  material  comes 

from  is  determined  by  the  person  delivering  the 
material.  The  embodiment  of  Fig.  1  shows  the  use 
of  pushbuttons  for  activating  the  circuitry.  Fig.  1 
shows  the  general  components  of  the  system 

35  including  a  console  50,  scale  electronics  52,  scale 
54,  and  common  storage  bin  56.  The  storage  bin 
56  may  be  adapted  to  contain  waste  paper  dis- 
charged  in  a  printing  press  operation.  The  bin  56 
rests  upon  the  scale  54,  only  a  portion  of  which  is 

40  actually  shown  in  the  perspective  view  of  Fig.  1. 
The  scale  54  may  be  of  conventional  design 
adapted  to  have  some  type  of  a  digital  read-out 
such  as  a  binary  form  indicative  of  weight. 

The  apparatus  disclosed  in  figure  1  may  be 
45  used  with  a  printing  press  which  typically  has 

three  different  conveyors  upon  which  three  differ- 
ent  products  may  be  delivered.  The  good  pro- 
ducts  are  allowed  to  go  to  stackers  or  bundlers 
not  specifically  described  herein  and  are  ulti- 

50  mately  stacked  on  skids  for  future  use  or  pro- 
cessing.  The  rejected  products  are  lifted  off  the 
conveyors  and  placed  in  the  apparatus  depicted 
in  figure  1. 

Also  illustrated  in  Fig.  1  are  the  three  routes  A, 
55  B,  and  C  showing  the  different  approaches  that  an 

operator  may  take  to  the  storage  bind  56.  In  the 
example  of  figure  1,the  registering  of  the  weight 
increment  is  controlled  by  a  series  of  pushbuttons 
such  as  the  pushbutton  58  shown  in  Fig.  1.  There 

60  are  also  similar  pushbuttons  associated  with 
routes  A  and  B  not  specifically  depicted  in  Fig.  1. 
Thus,  the  operator  as  he  approaches  along  say 
route  C  will  substantially  concurrently  deposit  the 
waste  material  in  the  bin  56  and  operate  the 

65  pushbutton  58.  There  is  provided  hereinafter,  a 
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further  discussion  of  the  pushbutton  58  particu- 
larly  with  regard  to  the  operation  of  the  circuitry 
of  Figs.  4  and  5. 

Alternate  means  that  are  worker  initiated  to 
provide  an  enabling  signal  are  shown  in  Figs.  2 
and  3.  Fig.  2  shows  an  embodiment  in  schematic 
fashion  illustrating  the  bin  56  and  similar  routes 
A,  B,  and  C.  In  the  embodiment  of  Fig.  2,  there  are 
provided  floor  mats  60,  one  associated  with  each 
of  the  routes.  These  floor  mats  can  be  of  conven- 
tional  design  and  may  be  similar  to  those  used  in 
internal  burglary  systems,  including  some  type  of 
a  responsive  switch,  so  that  as  soon  as  the 
operator  stands  on  the  floor  mat  associated  with 
his  particular  route,  then  an  enabling  signal  is 
generated.  These  enabling  signals  are  illustrated 
in  Fig.  4  and  discussed  hereinafter  as  signals  E1, 
E2,  and  E3,  associated  with  three  different 
respective  routes. 

Now,  in  Fig.  3,  there  is  shown  a  similar  schema- 
tic  diagram  as  depicted  in  Fig.  2,  but  including,  in 
place  of  the  floor  mats  60,  photodetector  units  62 
which  also  may  be  of  conventional  design.  With 
this  arrangement,  as  soon  as  the  operator  or 
worker  passes  across  the  beam  of  the  photo- 
detector,  then  a  circuit  is  set  off  to  provide  an 
enabling  signal  which  once  again  are  the  signal 
E1  —  E3  shown  in  Fig.  4. 

With  respect  to  Fig.  4,  there  is  shown  control 
electronics  used  in  carrying  out  the  system  of  this 
invention.  It  is  understood  that  some  of  the 
control  may  be  provided  by  computer.  However, 
in  Fig.  4  it  is  the  intention  to  show  the  basic 
circuitry  that  is  usable  in  practicing  the  concepts 
of  the  invention.  Thus,  in  Fig.  4  there  is  illustrated 
the  scale  70  which  has  an  output  on  line  71 
representative  of  the  weight  on  the  scale.  Digital 
scales  are  well  known  and  the  output  signal  on 
line  71  may  in  fact  be  a  multi-line  signal  repre- 
sentative  of  a  count  corresponding  to  weight.  This 
may  be  a  binary  signal.  This  signal  is  coupled  to 
the  difference  device  72  which  again  may  be  a 
conventional  device  in  the  form  of  a  subtractor  or 
the  like  device  which  may  have  a  clock  input  and 
also  has  storage  capability.  The  difference  device 
72  simply  stores  an  indication  of  the  present 
count  and  then  compares  that  with  a  subsequent 
count  under  control,  perhaps  of  a  system  clock. 
This  thus  provides  an  output  at  the  line  73  from 
the  device  72  that  is  representative  of  the  incre- 
ment  in  weight  in  the  form  of  an  increment  count 
corresponding  to  the  weight  added  each  time  that 
an  operator  discharges  or  delivers  material  into 
the  waste  bin.  In  the  embodiment  of  Fig.  4,  the 
device  72  does  not  distinguish  as  to  the  origin  of 
the  waste  delivery,  but  simply  provides  a  differ- 
ence  signal  that  is  coupled  by  way  of  line  73  to  a 
magnitude  converter  74.  The  magnitude  con- 
verter  74  provides  for  any  necessary  conversion 
From  weight  to  a  count  representative  of  the 
number  of  signatures  (impressions  or  sheets  of 
paper).  The  output  signal  from  the  converter  74 
Douples  by  way  of  line  75  to  a  series  of  gates  G1, 
32,  and  G3.  These  are  represented  in  Fig.  4  as 
^ND  gates  that  also  receive  the  respective 

enabling  signals  E1,  E2,  and  E3.  Thus,  the  demar- 
cation  of  weight  increment  is  carried  out  by  the 
gates  which  are  mutually  exclusively  enabled  by 
respective  signals  E1—  E3.  The  output  of  the  gates 

5  G1  —  G3  couple  to  the  adders  A1  —  A3  for  provid- 
ing  total  respective  counts  of  total  signatures  per 
stream.  The  three  adders  A1  —  A3  then  are  shown 
coupling  to  the  three  display  devices  D1—  D3.  The 
gates,  adders  and  display  devices,  correspond  in 

10  number  to  the  number  of  routes  that  are 
employed.  Because  in  the  illustrated  embodi- 
ment,  three  routes  A,  B  and  C  have  been  used, 
then  there  are  three  of  each  of  these  devices.  It 
should  also  be  understood  that  the  signals  E1—  E3 

15  are  enabling  signals.  The  other  inputs  to  the  gates 
may  actually  be  multiple  inputs,  there  being 
provided  a  multi-line  parallel  input  to  the  adders. 
In  an  alternate  embodiment,  the  gates  may  be 
enabled  to  provide  a  series  of  counts  to  be 

20  coupled  thereby  into  the  adders  for  providing 
incrementing  thereof.  In  either  case,  the  adding  of 
the  adders  is  enabled  only  by  each  of  the 
respective  signals,  E1,  E2,  and  E3. 

Fig.  5  shows  one  simple  embodiment  showing 
25  a  switch  S1  which  may  be  one  of  the  switches  of 

one  of  the  floor  mats  60  or  may  be  one  of  the 
pushbuttons  58  shown  in  Fig.  1.  This  switch  is 
shown  coupling  on  one  side  to  a  voltage  supply 
and  on  the  other  side  to  the  multivibrator  80.  This 

30  may  be  a  monostable  multivibrator  or  possibly  a 
bistable  multivibrator  It  is  noted  that  the  output  of 
the  multivibrator  80  is  identified  as  the  signal  E1 
which  is  an  enabling  signal.  Thus,  when  the 
switch  S1  associated  with  say,  route  A,  is 

35  operated  by  the  operator  and  assuming  that  the 
waste  material  is  now  in  the  bin,  there  is  an 
increment  signal  coupled  to  all  three  of  the  gates. 
However,  because  only  the  switch  S1  has  been 
actuated,  only  the  enable  signal  E1  is  generated 

40  and  thus  the  totaling  of  counts  only  occurs  byway 
of  the  first  adder  A1  and  associated  display  device 
D1.  Similar  switch  and  multivibrator  circuits  are 
used  also  in  connection  with  the  generation  of  the 
signals  E2  and  E3  and  any  additional  enable 

45  signals  that  are  provided  as  the  number  of  paths 
or  routes  may  increase. 

Having  described  one  embodiment  of  the 
present  invention,  it  should  now  be  apparent  to 
those  skilled  in  the  art  that  numerous  other 

50  embodiments  are  contemplated  as  falling  within 
the  claims. 

Claims 

55  1.  Apparatus  for  weighing  material  from 
multiple  streams  with  a  common  scale,  and 
delivered  by  workers  along  multiple  respective 
routes  to  the  common  scale  bin,  comprising; 

common  scale  means, 
so  means  responsive  to  said  scale  means  for 

sensing  increments  in  scale  weight  associated 
with  each  respective  stream, 

means  worker  initiated  to  provide  enabling 
signals  respectively  associated  with  the  multiple 

?5  routes,  and 
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means  responsive  to  said  means  for  sensing 
increments  and  to  said  enabling  signals  for  pro- 
viding  a  plurality  of  separate  counts  corre- 
sponding  to  weight  and  associated  with  each 
respective  route. 

2.  Apparatus  as  set  forth  in  claim  1  wherein  said 
means  for  sensing  increments  in  scale  weight 
comprises  a  difference  means  having  an  output 
count  or  magnitude  corresponding  to  the  differ- 
ence  in  weight  between  a  present  scale  weight 
and  the  next  scale  weight. 

3.  Apparatus  as  set  forth  in  claim  2  including 
means  for  converting  the  weight  factor  sensed  to 
a  count  that  may  correspond  to  the  number  of 
pieces  of  material  delivered  in  a  batch. 

4.  Apparatus  as  set  forth  in  claim  3  wherein 
means  for  totaling  adds  counts  corresponding  to 
weight  and  displays  a  count  indicating  total 
pieces  weighed  per  stream. 

5.  Apparatus  as  set  forth  in  claim  1  wherein  said 
means  to  provide  enabling  signals  comprises 
manual  switch  means. 

6.  Apparatus  as  set  forth  in  claim  1,  wherein 
said  means  to  provide  enabling  signals  comprises 
photoelectric  detector  means. 

7.  Apparatus  as  set  forth  in  claim  1  wherein  said 
means  to  provide  enabling  signals  comprises 
floor  mat  means. 

8.  Apparatus  as  set  forth  in  claim  1  wherein  said 
multiple  routes  are  each  separate  distinct  routes 
to  the  waste  bin. 

Patentanspruche 

1.  Apparat  zum  Wiegen  von  Material  aus  einer 
Vielzahl  von  Stromen  mit  einer  gemeinsamen 
Waage  und  zugebracht  von  Arbeitern  auf  einer 
Vielzahl  entsprechender  Wege  zum  gemeinsa- 
men  Wagebehalter,  gekennzeichnet  durch: 

eine  gemeinsame  Wageeinrichtung, 
eine  Einrichtung,  die  auf  die  Wageeinrichtung 

anspricht,  um  Wagezuwuchse  zu  ermitteln,  die 
jedem  der  betreffenden  Strome  zugeordnet  sind, 

eine  vom  Arbeiter  bediente  Einrichtung  zur 
Erzeugung  von  Freigabesignalen,  die  der  betref- 
fenden  Vielzahl  von  Wegen  zugeordnet  sind, 

und  eine  Einrichtung,  die  auf  die  Einrichtungen 
zur  Ermittlung  der  Zuwiichse  und  der  Freigabesi- 
gnale  anspricht,  um  eine  Vielzahl  von  separaten 
Zahlungen  entsprechend  dem  Gewicht  und 
jedem  der  betreffenden  Wege  zugeordnet  zu 
schaffen. 

2.  Apparat  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  daS  die  Einrichtung  zur  Ermittlung  der 
Wagezuwuchse  aus  einer  Differenzeinrichtung 
mit  einem  Ausgangszahlwert  Oder  Ausgangs- 
melSwert  entsprechend  der  Gewichtdifferenz 
zwischen  einem  vorhandenen  Wagegewicht  und 
dem  nachsten  Wagegewicht  besteht. 

3.  Apparat  nach  Anspruch  2,  gekennzeichnet 
durch  eine  Einrichtung  zur  Umformung  des  ermit- 
telten  Gewichtsfaktors  in  einem  Zahlwert, 
welcher  der  Anzahl  der  in  einem  Posten  geliefer- 
ten  Materialstiicke  entspricht. 

4.  Apparat  nach  Anspruch  3,  gekennzeichnet 

durch  eine  Summieremnchtung,  die  Zahlwerte 
addiert,  die  dem  Gewicht  entsprechen,  und  einen 
Zahlwert,  welcher  die  gesamten,  pro  Strom 
gewogenen  Stucke  angibt. 

5  5.  Apparat  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dal3  die  Einrichtung  zur  Freigabe  von 
Signalen  aus  einer  handbetatigten  Schalterein- 
richtung  besteht. 

6.  Apparat  nach  Anspruch  1,  dadurch  gekenn- 
10  zeichnet,  dalS  die  Einrichtung  zur  Freigabe  von 

Signalen  aus  einer  photoelektrischen  Detektorein- 
richtung  besteht. 

7.  Apparat  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dafc  die  Einrichtung  zur  Freigabe  von 

15  Signalen  aus  einer  Bodenmatteneinrichtung 
besteht. 

8.  Apparat  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dafS  die  Veiizahl  von  Wegen  jeweils 
getrennte  Wege  zum  Abfallsammelbehalter  sind. 

20 
Revendications 

1.  Dispositif  a  balance  commune  pour  peser  un 
materiau  provenant  de  flux  multiples,  et  delivre 

25  par  des  operateurs  le  long  de  pistes  respectives 
multiples  au  bac  de  balance  commune,  compor- 
tant: 

des  moyens  formant  une  balance  commune, 
des  moyens  sensibles  auxdits  moyens  formant 

30  balance  pour  detecter  des  increments  de  poids 
associes  a  chaque  flux  respectif, 

des  moyens  actionnes  par  les  operateurs  pour 
delivrer  des  signaux  de  declenchement  respec- 
tivement  associes  aux  pistes  multiples, 

35  et  des  moyens  sensibles  auxdits  moyens  detec- 
tant  des  increments  et  auxdits  signaux  de  declen- 
chement  pour  fournir  une  pluralite  de  comptages 
distincts  correspondant  au  poids  et  associes  a 
chaque  piste  respective. 

40  2.  Dispositif  selon  la  revendication  1,  dans 
lequel  lesdits  moyens  pour  detecter  des  incre- 
ments  de  poids  comportent  un  organe  de  diffe- 
rence  delivrant  un  comptage  de  sortie  ou  une 
amplitude  correspondant  a  la  difference  de  poids 

45  entre  un  poids  de  balance  present  et  le  poids  de 
balance  suivant. 

3.  Dispositif  selon  la  revendication  2  compre- 
nant  des  moyens  pour  convertir  le  facteur  de 
poids  detecte  en  un  comptage  pouvant  corres- 

50  pondre  au  nombre  de  pieces  de  materiau  deli- 
vrees  dans  un  lot. 

4.  Dispositif  selon  la  revendication  3,  dans 
lequel  lesdits  moyens  de  totalisation  font  la 
somme  des  comptages  correspondant  au  poids  et 

55  effichent  un  comptage  indiquant  la  totalite  des 
pieces  pesees  par  flux. 

5.  Dispositif  selon  la  revendication  1,  dans 
lequel  lesdits  moyens  delivrant  des  signaux  de 
declenchement  comprennent  des  commutateurs 

60  manuels. 
6.  Dispositif  selon  la  revendication  1,  dans 

lequel  lesdits  moyens  delivrant  des  signaux  de 
declenchement  sont  constitues  par  des  detec- 
teurs  photoelectriques. 

65  7.  Dispositif  selon  la  revendication  1,  dans 

5 
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lequel  lesdits  moyens  delivrant  des  signaux  de 
declenchement  component  des  moyens  formant 
tapis  de  sol. 

8.  Dispositif  selon  la  revendication  1,  dans 
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lequel  lesdits  pistes  multiples  sont  chacune  des 
pistes  distinctes  separees  allant  au  bac  de  recep- 
tion  de  dechets. 
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