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To all whom it maz 7 COnCern: |
Be it known that I, BERNARD H. LARKI\T a

citizen of the United States, residing in Mey |

wood, in the county of Cook and Stete of I1li-

nois,have invented anewand useful Improve-

ment in the Manufacture of Key-Opening

Tongued- Teaunﬂ-Stnp Can-Bodies, of whleh
the followmﬂ 1s a specification.

My mventlon relatestoimprovementsinthe

method or process of manufacturing key--

opening tongued-tearing-strip can-bodies.

Heretofore in the manufacture of key-open-
ing tongued-tearing-strip can-bodies it has
been customary to first cut the tin-plate into
can-body blanks long enough to form the can-
body and the projecting tongue of the tear-
ing-strip and then cut away from the end of
the blank the surplus stock at each side of the
tongue, so as to leave the tongue projecting,
as required, and then make the scores or
weakened lines at the sides of the tearing-
strip to form the blank into a can-body and
solder the side seam thereof.

The object of my invention is to provide &
method or process by means of which the
amount of scrap or waste produced in the man-
ufacture of tongued-tearing-strip can-bodies
may be greatly redueed

My invention consistsin the means I employ
to practically acecomplish this object or re-
sult—that is to say, it consists in first cutting
from a sheet of tin-plate a ‘double can-body
blank, a blank equaling in length two can-
bodies and one tongue, and, second, in divid-
1ng this double-length blank into two can-
body blanks and simultaneously forming two
projecting tongues by cutting out from the

‘middle portion of the double blank an inter-

vening piece of scrap out of which both of the
two tongues are formed, the tongues being
staggered 1n respect to each other, thus pro-
dueing two blanks, each having a p1 ojecting
tonoue The two tonﬂ*ued can-body blanks
are then,s_eol ed and f_ormed into can-bodies
in the usual manner. By this means one-half
of the scrap or waste heretofore ordinarily
produced is saved, and the labor and expense
are also reduced, as the tonguesare formed on
both blanks by one and the same operation.

To enable my invention to be more clearly

vided with weakened hnes d?, which mark off
the tearing-strip «?, and then the same are

- and readily understood by those skilled in the

art, I have in the accompanying drawings,
which form a part of this specification, illus-
trated the successive steps or stages of the
manutacture of can-bodies by my invention. 55
In said drawings, Figure 1 represents the
double can-body blank into which the sheet
of tin -plate is cut as the first step of my
method or process. Kig. 2 illustrates the sec-
ond step by which the double can-body blank 6o
1s divided into two single can-body blanks
each provided with a projecting tongue by
cutting out from the middle portion of the
double blank a single pilece of scrap out of ,
which bothtongues are formed, one staggered 65
in respect to the other, the top edge of the
double blank in part forming the top edge of
one of the single can-body blanks and the bot-

tom edge of the other. Fig. 3 shows one of

the can-body blanks after it has been scored 7o
or provided with weakened lines to mark off
the tearing-strip, and Fig. 4 the same formed
Into a can- bodv '

In the drawings, A represents a double can-
body blank into which the sheet of tin-plate 75
i1s cut as the first step, this blank equaling in
length two can-bodies and one tongue. BB
are the twosingle can-bodies formed from this
double blank A by cutting out of its middle
portion the single piece of scr ap C and simul- 8o
taneously forming a tongue d on each of the
can-body blanks B. The dles which cutout the
piece of scrap C also at the same time form
the notches d' at each side of each tongue d.

‘T'he separate can-body blanks I3, each hevinw 85

a projecting tongue d, are next scored or pro-

formed into can-bodies D and the side seams
d* thereof soldered in the usual manner. o¥e
I claim— |
The improved method or process of man-
uta,etulmﬂ‘ key-opening tongued-tearing-strip
ean-bodies,eonsistin ginfirst making a double
can-body blank, and then dividing the same 95

into two single can-bodies ‘each having a pro-

jecting tongue by cutting out from the middle
portion of the blank a single piece of scrap
from which both tongues of the two can-body

| blanks are formed, one tongue being left inte- 100
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oral with each can-Dbody blank and both | body blanks having each a projecting tongue 15

tongues being cut out of the waste middle
serap piece at the same time said waste mid-
dle serap piecei1s cutfrom between thetwo can-
body blanks and finally scoring the can-body
blanks thus produced and forming them into
can-bodies, substantially as specified.

2. The method or process of manufacturing
key-opening tongued-tearing-strip can-bodies,
consistingin firstproducingadouble can-body
blank, and then forming from the middle por-
tion of the double blank in staggered position
1n respect to each other two tongues, and di-

viding the double blank into two single can- |

thereon, one tongue being. left integral with

cach can-body blank and both tongues being

cut out of the waste middle scrap piece at the
same time said waste middle serap piece is cut
from between the two can-body blanks and
finallyscoringthesingle blanks thusproduced
and forming them into can-bodies, substan-
tially as specified.

BERNARD 1I. LARKIN.

Witnesses:
II. M. MUNDAY,
WiLLnA MINNICH.
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