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MENTS, TO THE CANISTER MANUI‘AOTURING OOMPANY OI‘ PHILLIPS-

MACHINE FOR MAKING SEAMING-STRIPS.

Jra—

SPECIFICATION forming part of Letters Patent No. 654,254, dated July 24, 1900,
application filed July 23,1898, RSerial No, 686,733, (No model)

To cll whom tt may concern.:

Be 1t known that I, HENRY C. HUNTER, a
citizen of the United bbates residing at Ham-
1lton, Ontario, Canada, hcwe lnwented certain
new and useful Improvements in Machines
for Making Seaming-Strips, of which the fol-
lowing is a specification.

My invention relates to the manufacture of
seaming-strips for use in making packing-
cans such as those disclosed in Letters Pat-
ent of the United States granted to meon the
7th day of March, 1893, Nos. 492,805 and
492,800, 'These seaming-strips are intended
tounite the edges of the "blous body-blanks;
and they consmt of a base portion formed by
doubling the metal back upon itself toward
the center and a pair of divergent flanges ex-
tending from the central part of the base and
forming extensions of the doubled metal, the
sald dwergent flanges being adapted to be
hammered down to orip the edges of the
fibrous board between them and the base por-
tion. |

In carrying out my invention I aim to pro-
vide a maehme for cutting the strip of the
proper size irom a sheet of tin or like mate-
rial, for shaping this strip into channel form,
and for then forming the channeled strip 111130
compiete form COHSISMHU‘ of the double base
portion and the dwern'ent flanges.

In the accompanying dra,wings, Figure 1
represents a front view of the machine; Fig.
Z, an end view with parts broken away and
parts in section; Fig. 3, a plan view partly in
section; IFig. 4, a detail sectional view show-
ing the means for eutting the strips from the
sheet materialandforshaping themintochan-
neled form; and Figs. 5, 6, and 7 are detail
sectional views representing the different op-
erations,which take place in the order named.

The sheet of tin or other material from
which the strips are formed is fed by the op-
erator over the plate or table 1, so that its in-
ner edge will extend across and beyond a sta-
tionary catting-knife 2, fixed to the bed 3, and
over a forming block or mandrel 4, its ex-
treme edge bearingagainst the stoporledge 5.
These parts—the knife, mandrel, and ledge—

: ThlS feeding action of the fi

- this rib, as shown in Fig. 6.

thelr width, conforming to the longest de-
sired lenﬂ'bh of the strlp When the blank
has thus been fed over these parts, the cross-
head 6 islowered through its link connection
7 with a crank-shaft 8, and a plunger 9, car-

50

ried by this cross- hedd acting in connection 55

with the stationary kmfe 2, will sever the re-
quired width of strip from the sheet, and con-
tinuing in its downward movement the said
strip will be pressed into its channeled form,

(shown substantiallyin Fig. 5,) the said plun-
ger having a knife-edge JO to effect the cuat-
tmb, and a recess 11, addpted to receive the
mandrel 4, so as to Shape the strip to its chan-
neled form, the arms 12 13 of the plunger

passing downwardly on each side of the man-

drel. The recess of the plunger is provided
with a spring-piece 14, which will serve to
hold the strip in position on the mandrel

and to eject the strip when the plunger re-
70

cedes, and thus leave it upon the mandrel, as
shown in Fig. 5. The crank-shaft 8 is jour-

naled in bearings 15 of standards 16 at the

ends of the main table 17 of the machine.
The mandrel 4 has a channeled upper face,
aund the base portion 18 of the strip extends
across this, as shown in Fig. 5, so that a
feedmﬂ*-ﬁnﬂ*er 19, having its end resting 1n

the said recess, will be in a position t0 en-.
gage the base of the strip and feed it longi-

Ludlnally of the machine and mandrel a,nd

~carry it from said mandrel onto a forming-

die 20, which is of elongated form and is ar-
ranﬂ'ed in line with the eloncra,ted mandrel.
nger 19 1s given
through mechamsm helemafter descnbed
The die 20 has an inverted - -V -shaped rib
extending upwardly therefrom, and the par-
tially- formed strip is fed into posmon over
The cross-head
6 carries a movable die 21, and this cooperates
with side dies 22 23, a,rranﬂ'ed in front and in
rear of the fixed die 20 and operating hori-
zontally in the same plane therewith. These

~dies operate simultaneously with. the verti-

cally-movable die 21, and their action is illus-
trated 1in Fig. 7, flom which it will be seen
that the 81de dles press the flanges of the

are of considerable length as compared with | strip against the inclined sides of the fixed
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25 toward and from the front of the machine |
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die 20, while the vertically-movable die presses
upon the base of the strip, and in connection
with the side dies it forms the doubled flanges
of the base. The dies are carried by blocks
23’ movable on dovetailed ribs 24, fixed to
the bed or table of the machine, and these
blocks are forced inwardly by means of arms
25, carried on rock-shafts 26 27, journaled in
bearings on the bed. The shafts are rocked
through arms 28, connecting with the pitman
29, as shown in dotted lines in Fig. 2, the said
pitman having at its upper end a cross-piece

in contact with a cam 80 on an extension of |

the shaft 8. When the pitman is forced down-

wardly, both sets of arms are rocked toward |
the fixed die 20, so as to force the side dies
The side dies have beveled

to-their work.
faces to fit the inclines of the fixed die.
Springs 31 return the die-carrying blocks to

their open positions. After the strip has been |

completely formed it is discharged from the
machine by a discharge-finger 32, carried by
a rod 34, which also carries the feed-finger 19.
This rod is given a reciprocating movement

by arms 35, connected therewith at their
lower ends and carried by a rock-shaft 36, ex-

~ tending from end to end of the machine, said

30
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40

50

rock-shaft being operated by an arm 37 from
a cam 38 on an extension of the shaft 8. In
addition to this forward and backward move-

ment the fingers have a movement longitu-

dinally of the machine to feed and discharge
the strips, and for this purpose the rod 54 is
moved longitudinally by meansof an arm 89,
havingits end arranged between nuts or bear-
ings 40 on the said rod, the said arm being
carried by a block 41, sliding on guide-rods
42 and operated by a lever 43 from a cam 44
on the extension of the shaft 8, the said lever
being pivoted at 45 to a bracket 46, extending
from the end standard. The lower end of the
lever is forked to embrace the cross-piece 47
of the sliding block, and it is adjustable at
its upper end to increase or diminish the
throw. The arm 39 is slotted so that the for-

ward and backward movement of the shaft 34

is permitted, while still maintaining the con-
nection necessary to move the said rod 34 lon-

gitudinally. By means of this mechanism |

the feed and discharge fingers are moved lon-
gitudinally along the mandrel and die to feed

~ the channeled strip from the mandrel onto

53

the die and to discharge the complete strip
from said die, and when this longitudinal
movement is completed toward the left of
Fig. 1 the rod 34, through its pivoted arm 87
and cam 38, will be given a movement rear-

~ wardly, so that the feeding and discharge fin-

60

65

gers will be retracted from the mandrel and
fixed die, respectively, and then the rod 34
will be given a longitudinal movement in the

“opposite direction, or toward theright of Fig.

1, and the feed and discharge fingers will thus
gotin position beyond the right-hand ends of
the strips, and the rod 34 then being moved

to its forward position will cause the fingers |

]

:

o , , 654,254

to locate themselves adjacent to the ends of
the strips for a new action. The fingers are

pivoted to the rod 34 and fall into place by 70

their own weight. It will be seen from the

‘above that the work goes on rapidly, as upon

each downward movement of the cross-head
6 a fresh blank is cut outand partially formed

ing movement of the rod 34 the completed

strip will be discharged from the machine,

while the partially-formed blank will be fed
from the mandrel onto the die.

I claim as my invention—

1. A machine for making seaming-strips
comprising means for cutting the blanks from
sheet metal and for forming it intochanneled

shape by one mmovement of said means in one.
direction and die mechanism for forming the

completed strip from the channeled blank,
said die mechanisin comprising a plurality of

ness with flanges projecting therefrom, sub-
2. In combination, a mandrel adapted to
form a blank, of a die mechanism adapted to
receive the partially-formed strip from said
mandrel and a cross-head carrying a cutting
and forming plunger and a die and cooperat-
ing with the mandrel and die mechanism,
whereby the blank is ceut from thé sheet,
pressed into U shape and then pressed into
final shape, substantially as described. |
3. In combination a mandrel, a stationary
cutter, a stop to hold the sheet material in
the proper position inrelation to the mandrel
and cutter and a plunger having a cutting
edge and a forming-recess to fit over the man-
drel and operating in conjunction with the
fixed cutter and mandrel to cut the blank
from the sheet and for forming it into chan-

' neled shape in one movement of the plunger

in one direction, substantially as described."
4. In combination, a machine for making

| on the mandrel, while another blank is com- 75
pletely formed on the die, and at each feed-

80

| dies arranged to form a base of double thick- |

Qo
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seaming-strips, a fixed die, the movable side

dies operating on each side of the same and

conforming in shape thereto and a die oper-

ating in line with the fixed die and at a right
angle to the side dies, substantially as de-
scribed. | - o L
5. In combination, the fixed die having the
inclined side or sides, the side dies having in-
clined end faces conforming thereto and hav-
ing flat faces in the same plane and a die op-
erating toward and from the upper edge of

the fixed die at right angles. to the side dies,

115

I12C

with its face overlying the flat faces of the

side dies, substantially as described.

- 6. In combination a projecting mandrel
over which the blank is formed into chan-
neled shape, a die arranged in line therewith,

and also projecting means for feeding the .
130

channeled blanks from the projecting man-
drel onto the projecting die and a plunger
and a die operating in conjunection with the

| mandrel and fixed die respectively, substan-

tially as described.

125
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7. In combination, a mandrel, a die mech-
anism, 8 cross-head carrying a plunger and a
die for operating simultaneously upon the
mandrel and the die mechanism and means
for feeding the partially-formed blank from
the mandrel to the die mechanism, substan-
tially as deseribed.

8. In combination, a mandrel, an elongated
diearrangedinlinetherewith,meansfor form-
Ing the strip in connection with the mandrel
and the die, a feeding device for feeding the
partially-formed strip from the mandrel to
the die and a second discharge device inde-
pendent of the first for sunultaneously mMov-
ing the completed strip from the die, substan-
t1ally as described.

9. In combination with the elongated man-
drel, an elengated die mechanism and with
the plunger and vertically-moving die, the

feed and discharge fingers with means for

giving the same a reciprocating movement
both longitudinally and transversely in rela-
tion to the mandrel and die, substantially as
described.

10. In combination the vertically-movable
die, the cross-head carrying the same, the
fixed die, the side dies operating in the same
plane with the fixed die, the arms, a rock-
shatft for moving the side dies_, the pitman and
cam for operating the rock-shafts and means

for reciprocating the pitman, substantially as
described.

11. Incombination, the mandrel, a fixed die

with the plunger, a ver tically-moving die, the
feed and dlschaln‘e fingers, the rod a4 CaArry-
ing the same, the oscillating levers carrying
the rod and means for moving the rod longi-
tudinally consisting of the shdmﬂ block ha,V-*
ing slotted eonneetlon with the rod and means
for operating the sliding block, Substantl&lly
as described.

12. In combination, the mandrel, the fixed
cutter, the die mechanism comprising the
fixed and movable side dies, the vertically-
moving die, the cross-head carrying the same,

Lo

| the plunger carried by the cross-head, the

feed-fingers, the rod 34 carrying the same, the

crank-shaft connected with the cross-head,

the rock-shaft and arms for operating the side

dies, the cam on the erank-shaft, the pitman
connection between the cam and the rock-
shaft, the oscillating arms connected with the
rod 34, the cam mechanism for oscillating the
arms, sald cam being on the crank-shaft, the
sliding block for reciprocating the rod 84 and
the lever with the cam on the crank-shaft for

5S

operating the sliding block substantially as

described.

- 13. In combination, the die, a mandrel and
a die projecting in relatlon thereto and in
alinement, a plunger having a forming-recess
conforming to the mandrel so0 as to bend the
blank upon each side of the same, a movable
die cobperating with the projecting die and
means for moving the blank from the man-

drel over the projecting die with means co--

operating with the projecting die and mov-
able die for giving the blank its final shape.

14, A machine for making seaming-strips
comprising means for cutting the blanks from
sheet metal and for forming it into channeled
shape by one movement of said meansin one
direction and dle mechanism with means for
transferring the channeled strip from the cut-
ting and forming means to the die mechan-
ism, substantially as deseribed.

15. In combination, means for cutting the
strip and giving it a channeled shape and die
mechanismm comprising reciprocating mem-
bers arranged to form the strips with a base
of doubled thickness and divergent flanges
extending at an inclination thereto, substan-
tially as desecribed. |

In testimony whereof I affix my signature
In presence of two witnesses.

HENRY C. HUNTER.

Witneeses :
J. W. TERRY,

H. C. GWYN.
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