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ABSTRACT OF THE DISCLOSURE 
A method and means for obtaining a self-breakable 

bulb or phial, that is a bulb or phial requiring no ?le for 
cutting it open; to this end, the edge of a blade of silver, 
aluminium or aluminium alloy is urged against the neck 
of the container during its cooling so as to locally increase 
its capacity of thermic dissipation and to consequently 
produce an internal straining leading to a greater brittle 
ness. Advantageously the bulb or the like container is 
caused to revolve round its axis during the procedure so 
as to ensure an annular marking whereby the neck may 
be broken in a clean manner by a ?exional stress exerted 
on it whatever the direction of the stress may be. 

The present invention has for its object glass bulbs, 
phials and the like containers provided with one or two 
necks adapted to be broken so as to allow the contents 
to be used. "A 
To open such bulbs a slight cut is generally made by 

means of a ?le after which a ?exional stress is exerted 
on the outer end of the :bulb beyond the neck so as to 
open the latter. It has already been proposed to cut out 
the requirement leading to the use of a ?le by providing 
self-breakable bulbs. The French Pat. 1,093,767 dated 
Feb. 22, 1954, discloses a method for executing such 
self-breakable bulbs provided with a throttled neck by ?rst 
weakening the bulb at a point of the neck by means of a 
transverse scratch or notch on the outer surface of the 
neck. The location of the notch or scratch is advan 
tageously de?ned by a colored product which is caused to 
melt over the surface of the neck during the annealing 
procedure. Said prior patent also discloses the production 
of internal stresses within the glass structure by applying 
a cold implement over the neck which is still in a hot con 
dition or else a product adapted to melt while its coet? 
cient of expansion is higher than that of the bulb. These 
last two modi?cations have been referred to however as 
less satisfactory than the scratching of the neck and in 
fact this last method was considered as the sole one suit 
able in the case of conventional bulbs with a single neck. 
It requires however the use of a colored product which 
can melt easily and which melts during the annealing pro 
cedure, which means auxiliary operations and leads to 
the production of exaggeratedly brittle bulbs or converse 
ly of unbreakable bulbs according as to whether the notch 
is too deep or too shallow. 
The French Pat. 1,040,588 dated July 27, 1950, dis 

closed on the other hand the execution of self-breakable 
bulbs by means of a stressing of the glass forming the 
neck as provided by the application, over a comparatively 
reduced area or along a line, of a readily meltable mate 
rial the shrinking coe?‘icient of which differs from that of 
glass, said material being caused to melt during the an 
nealing of the bulb. This method requires an objectionable 
annealing which leads to further work and handling and 
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such further handling may be a cause of breaking and 
increase in cost. 
The present invention has for its object to cut out the 

above drawbacks by producing through a single simple 
operation the inner stressing of the glass and the marking 
of the section to be broken, before use without any other 
ancillary operations. 
The method provided by the invention consists in ap 

plying against the .glass forming the bulb neck, while the 
bulb is at a temperature ranging between about 130 and 
180° C. a thin annealed blade or section of silver, alumini 
um or of an aluminium alloy. 

Said metal blade or section which is laid on the bulb 
at room temperature produces a straining of the glass ma 
terial which furthers the breaking of the neck and leaves 
an indelible mark on the glass; this cuts out the necessity 
of any subsequent marking by means of a fusible material, 
which marking is always a lengthy. operation and re 
quires an annealing, while furthermore it risks being in 
accurate. 
The method according to the invention provides thus 

multiple advantages chie?y as concerns speed and sim 
plicity when compared With prior methods. 

According to a preferred embodiment, the method 
consisting in straining and marking one or both ends of 
the bulb is incorporated with the actual production of the 
bulb and is performed during the cooling stage following 
the drawing out and cutting off of the bulb just before 
the ejection of the ?nished bulb. 

According to an auxiliary feature of the invention, the 
thin blade is applied over the bulb while the latter re 
volves through at least one revolution round its axis so 
as to leave a mark surrounding entirely the neck of the 
bulb, whereby this neck may be readily broken off by 
a bending stress exerted in any direction whatever. 
The machine for executing the method according to 

the invention is constituted by a bulb-producing machine 
of the so-called Well-known merry-go-round drawing out 
type wherein the glass tubes are heated locally and then 
drawn out to form the necks of the bulbs or phials which 
are then cut off, one end thus formed being closed and 
the other remaining open. According to the invention, 
said machine is provided at a point ahead of the drawing 
out station with one or two blades made of annealed 
silver, aluminium or aluminium alloy and the edge of 
which is urged elastically against the path followed by one 
or both bulb necks formed by drawing the successive bulbs 
out of the original tube. 
The invention will now be disclosed with further de 

tail, reference being made to the accompanying drawings 
wherein: 
FIG. 1 is an elevational view of a bulb obtained in 

accordance with my invention, 
FIG. 2 is a diagrammatic elevational view of the sta 

tion of the bulb-producing machine at which a metal 
deposit is obtained so as to mark the necks of a bulb, 
said cross-section being executed along line II-II of 
FIG. 3. 

FIG. 3 is a diagrammatic plan view of the station as 
seen under the horizontal plane designated by III—-III 
in FIG. 2. 
The bulb 1 is of the standard type including two straight 
tapering necks, the end of the neck 2 being closed by 
melting said end 2 to form a bead 3 on the latter while 
the other end 4 remains open for its subsequent ?lling 
before welding. According to the invention, each neck of 
the bulb is provided with annular peripheral traces of 
annealed silver, aluminium or aluminium alloy. 
The merry-go-round of the conventional bulb-produc~ 

ing machine includes a lower annular plate 6 and an 
upper annular plate 7, both plates being driven into 
rotation in the direction of the arrow F while the tube 
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clamping members 8 and 9 are driven in the direction 
of the arrows ;f. The members 8 engage the original glass 
tubes 10 while the members 9 engage the already formed 
bulb, the neck-shaped end 2 of which is already closed 
by welding. The part of the tube 10 extending between 
the two tube-clamping members has been heated at a 
preceding station by means of a blow-pipe and has been 
stretched so as to form the neck 4 on the bulb 1 and 
the neck 2 on the lower end of the remainder of the 
tube 10, the connection between the tube and the bulb 
being cut off just under the lower sealed end of the 
tube 10'. 

In registry with the cooling station illustrated in FIGS. 
2 and 3, at which station the temperature of the glass 
is equal to 150° C. or thereabouts, there are ?tted two 
silver blades '11 extending in the horizontal plane which 
has been selected for the location of the breakable section 
of the neck during operation. These blades are carried 
by horizontal arms pivotally secured at 13 and urged 
towards the vertical axis of the glass tube and bulb by 
the springs 14, the movement of said arms 12 being 
limited by stops 15. 
The neck 4 of the bulb 1 and the neck 2 at the lower 

end of the tube 10 hold the blades 11 against further 
inward motion so that said blades leave on the glass 
by reason of the rotary movement and temperature of 
the latter a clear apparent trace 5. Such a metal trace 
furthers heat exchange with the outer atmosphere where 
by a local cooling of the underlying glass section is 
accelerated and consequently an inner strain appears in i,’ 
said section. When a ?exional stress is exerted on the tip 
of a bulb when closed, the neck breaks along a clean line 
de?ned by the trace 5. 

Obviously numerous modi?cations may be brought to 
the above embodiment given by way of example, without 
widening the scope of the invention as de?ned by the 
accompanying claims. 

4 
What I claim is: 
1. A method of providing a self-breaking neck on 

a hollow glass article, comprising urging a thin member 
of a metal selected from the group consisting of annealed 
silver, aluminum and aluminum alloy against the neck of 
a hollow glass article while the neck is at a temperature 
of about 100 to 180° C. and rotating said article through 
at least one complete rotation about the axis of its neck 
during the application of said member so as to deposit 
on the glass a band of said metal that encircles the neck 
and that accelerates local cooling of the underlying glass 
thereby to form on said neck an annular stressed section 
that allows the neck to be broken readily by ?exural 
stresses in any direction. 

2. A method as claimed in claim -1, and forming said 
article from a glass tube and drawing out and cutting 
off the article from said tube and thereafter performing 
said urging and rotating steps while the article is cooling. 
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