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To all whom it may concern:

Be it known that I, GEORGE W. WEBER a {-dering its side seam, and then finally cutting

citizen of the Umted States, residing in St
Paul, in the county of Ramsey and State of
aneaota have invented a new and useful

Improvement in the Manufacture of Key-

Opening Tongued Tearing-Strip Cans, of
which the following is a speclﬁcatlon

Myinventionrelatestoimprovementsinthe

method or processof manufacturing key-open-
ing tongued tearing-strip can-bodies.
tofore in manufacturing such can-bodies it
has been customary to first cut the tin-plate
into blanks long enough to form the can-body
and the prOJectlnﬂ' tonﬂ'ue of the tearing-strip,

then cut away from one end of the blank the

surplus stock at each side of the tongue, so as
to leave the tongue projecting as required,

and then form the scores or weakened lines
at each side of the tearing-strip, then bend or

form the blank mto a can-body and solder the
side seam thereof.

The object of my invention is to provide a
method or process by means of which the
amount of scrap -or waste produced in the

manufacture of tongued tearing-strip can-

bodies may be greatly reduced and by which

“also the time, labor, and expense of manu-

tacturing the can-bodies may be greatly re-
duced, Lhus materially eheapenmﬂ' the cost of
the manuf&ctme

My invention consists in the means I em-
ploy to practically accomplish this important
object or result—that is to say, it consists in

first cutting from a sheet of tin-plate a quad-
- ruple can-body blank, a blank long and wide

enough to form four tonﬂ*ued tearing-stripped

| can-bodies; second, dividing this quadruple

blank into two double can-body blanks and
simultaneously forming the necessary four
projecting tonrgues for the four ecan-bodies,

the tongues being staggered in respect to each -

other and all formed out of the same inter-

- vening piece of scrap, which is severed fromn
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the quadruple blank at the time the quad-
ruple blank 18 divided and the tongues
formed; third, forming the scores or weak-
ened lines of the two tongued tearing-strips
on each of the two double can-body bianks;

fourth, bending or forming the double can-

Here-

or dw1dmg the double ean-body at its mlddle
into two separate or single can-bodies. By

this method or process Tt will thus be seen

that the serap or waste stock is reduced to a
minimum  and that the time and labor re-

| quired for forming the scores or weakened

lines, forming the can-bodies, and soldering
the Side seams are red nced %ubsmmlally one-
half. |

- To enable my invention to be more readlly
and clearly understood by those skilled in the
art, 1 have in the accompanying drawings,
forming a part of this specification, illus-
trated the several steps or stages of forming

ASSIGNOR TO AMERICAN |

] body blank into a double can- body and sol-

6o

tongued tearmg strip- can - bodies by my-~-’-

method Or Process.
In said drawings, Figure 1 represents the

quadruple - tongued tearing-strip ean-body

blank into whieha.sheeb of tin-plateiscutas

the first step. Fig. 2 shows this quadraple

blank divided into two double can-body

blanks,each having two tongues formed there- |

on. Fw' 3 is the same as Fig. 2 showmg the
parts separated for greater cleal ness. FKig. 4
illustrates the third stp p of the process, show-

ing one of the two double can-body blanks

after passing through the scoring-machine to
form the scores or weakened lines at the edges
of the two tearing-strips. Fig. 5 1llustra.tes
the fourth step, showing the double can- body

formed from the double blank illustrated in

Fig. 4. .
ing the double can-body into two
tonn'ued tearing - strip can - bodies.

Fig. 6 shows the final step of sever-
‘separate
Hig, 7

15

30

1llustrates a modification in which the duuble |

can-body blank illustrated in Fig. 4 is di-

vided or slit into two can- body blankq while

yet in the fiat.
In the drawings, A represents a. quadruple-
tongued tearing- rc.tup can-body blank.

: B B are the two double-tongued tea,rmﬂ'-'

strip can-body blanks formed from the quad-
ruple blank A by cutting out atone operation
the intervening single __,.piece'of scrap C, out
of which the four tongues d are simultane-
ously formed, all out of one and the same in-
tervening piece of serap C. The dies which
cut out the serap C from the quadruple blank
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and form the tongues d also form the notches | the double blanksat theedges of the tearing-

atd' at each edge of each tongue d. Afterthe
double-tongued tearing-strip can-body blank
B is thus formed it is passed between scoring-
rolls, and the four scored or weakened lines
d? are simultaneously formed on the double
can-body blank, asillustrated at I'ig. 4. The
double can-body blank I3 is preferably next
formed into the double can-body D and its
side seam ? soldered. The side seam d° may
be a lap-seam, as illustrated in the drawings,
or any other customary form of side seam em-
ployed in making can-bodies. Afterthedou-

‘ble can-body is thus formed it is cut or di-
vided at its middle at the dotted line d* into

two separate or single-tongned tearing-strip
can-bodies I F.
If desired, the double can-body blank b

after being scored or simultaneously with the
‘seoring operation may be slit or divided into

two can-body blanks G G, as illustrated 1n
Fig. 7, though by so doing the labor of form-
ing the can-bodies and soldering the side
seams would thuas be increased.

It will be observed that the can-bodies K
formed by my process are all exactly alike
and have their tearing-strips d° and tongues
d all in the same relative position in respect
to the top and bottom end edges of the can-
bodies and of the blanks from which the can-
bodies are formed and that the top edge f is
adjacent to the bottom edge ' of the adjacent

can body or blank and that the tongues d d

on one double blank B are staggered in re-
spect to the tongues d d on the other double
blank B, as will be clearly understood from
the dotted lines in Figs. 1, 2, and 5.

I donotclaim the process ormethod of first
making a double can-body blank and then si-
multaneonsly dividing it into two can-body
blanks and forming a tongue on each thereof

by cutting out and removing from its middle

portion a single piece of scrap, out of which

‘both tongues are formed, as is more fully set,

forth in the pending applleatlon of Bernard
H. Larkin, Serial No. 148, 987 filed Mal ch 21,

1903.

lelaim—

1.- The method or process of manufacturing
tongued tearing-strip can-bodies consisting
in first making a quadruple can-body blank;
second, le]dlIlﬂ' the quadruple blank into

two double blanks by cutting from its mid-
dle portion a single piece of serap, out of

which the four tongues are simultaneously
formed, two on each double can-body blank;
sald tongues being left integral each with its
and the two

tongues on the one double blank being stag-
gered in respect to the two tongues on the
other double blank, and all said tongues be-
ing cut out of the waste middle portion at the
same time sald waste middle portion is cut
from between the double can-body blanks;
third, forming scores or weakened lines on

|

strips; fourth, forming the double cau- body
blanks into donble can-bodies and soldering
the side seams thereof; and fifth, cutting or

dwlduw the double can - bodies into smn'le»_

can- bodles, substantially as specified.
2. The method or process of manufacturing

‘tongued tearing-strip can-bodies consisting

in fu St, makmg a quadruple can-body blank;

second, cutting from its mmiddle portion a sin-—
agle piece of scrap, and thereby dividing the
quadruple blank into two double blanks, each

‘having two tongues thereon; said tongues be-

ing left integral each with its respective can-
body blank, “and the two tongues on the one
double blank being staggered in respect to
the two tongues on the other double blank,

and all said tongues being cut out of the

waste middle portion at the same time said
waste middle portion is cut from between the
donble can-body blanks, scoring the double
blanktofmmbhetearmw—stl1pstheleon form-
ing the double blank into a double can-body,
.;md cutting or dividing the same into single
can- bodles, substantlally as specified.

- 3. The method or process of manufactaring
tongued tearing-strip can-bodies consisting
in the following steps: making the quadruple

can-bodyblank,dividingthesameintotwodou-

ble can-body blanksand forming fourtongues,
two on each double blank, by cutting out a
waste middle portion from between the two
double can-body blanks, said tongues being
left integral each with its respective can-body
blank, and the two tongues on the one double
blank being staggered in respect to the two

1 tongues on Lhe other double blanks, and all

S&ld tongues being cut out of the waste mid-
dle portion at the same time said waste mid-
dle portion is cut from between the double
can-body blanks and again subdividing, sub-
stantially as specified.

4. The method or process of manufacturing

tongued tearing-strip can-bodies consisting

in first making a quadruple ean-body blank,
dividing it into two double can-body blanks,
and forming two tongues on each double
blank, by cutting out a waste middle portion
from between thetwodouble can-body blanks,
said tongnues being left integral each with its
respective can - body blank, and the two
tongues on the one double blank being stag-
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Ueled in respect to the two tongues on the -
ohhel double blanks, and all said tongues be-

ing cut out of the waste middle portion atthe
same time said waste middle portion is cut
from between the double can-body blanks
and finally scoring, subdividing and forming
the same into can - bodms substantially as
spectfied. -

'GEORGE W. WEBER.

Witnesses: B
H. M. MUNDAY,
WILLIAM A. GEIGER.
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