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This invention relates to an improvement in 
cigar bunch rolling and shaping machines, its 
main object being the production of a combined 
bunch roller and bunch shaper, thereby effect 
ing greater simplicity of construction and in 
creased economy in operation. With this and 
other oojects not specifically mentioned in View, 
the invention consists in certain constructions and 
combinations hereinafter fully described and then 
specifically set forth in the claims hereunto ap 
pended. 

In making scrap bunches, it has heretofore 
been the practice to roll the bunch in One unit 
and shape it in another, thus necessitating the 
transfer of the bunch, either by hand or by a 
mechanical transfer, from the first unit to the 
second. In the present invention, this necessity 
is obviated by so combining the two units that 
the rolled bunch may be directly ejected by the 
rolling apron of the bunch 'olling means into 
one of the molds of an intermittently rotating 
turret, from which the bunch, after being pressed 
into shape, is carried to the Wrapper-applying 
device by a suitable transfer. 
The molds of the improved shaper turret are 

made of three relatively movable parts, each 
mold consisting of two Swingable jaws and a 
radially reciprocating jaw, the three jaws, When 
closed, forming the shape of the bunch to be 
made. In the horizontal receiving position of 
the turret, the reciprocating jaw and One of the 
swinging jaws are open. As soon as a bunch has 
been received, the ensuing motion of the turret 
closes the jaws of the mold and keeps then 
closed until the vertical delivery position is 
reached, in which the Swinging jaws are opened, 
permitting the fingers of a transfer to enter 
the mold and to take the shaped bunch from the 
reciprocating jaw on which it then rests. As 
there is no side-pressure on the shaped bunch 
When the jaws are open in the delivery posi 
tion of the turret, no ejecting device of any kind 
is required and the molds need not be pierced 
for the penetration of ejecting pins; the Con 
struction of the turret, therefore is greatly Sim 
plified. 

In the accompanying drawing which forms a 
part of this specification and in which like char 
acters of reference indicate the same Or like 
parts: 

Fig. 1 is a side elevation showing the arrange 
ment of a combined bunch rolling and Shaping 
machine according to the present invention; and 
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Fig. 2 is a sectional plan view on line 2-2 of 
Fig. . . 

In carrying the invention into effect there is 
provided a rotatable turret, a plurality of cigar 
bunch Shaping devices carried by Said turret and 
including cam-actuated opening and closing 
Shaping jaWS, and bunch rolling means arranged 
to deliver bunches directly to said jaws when 
Open. In the best forms of construction con 
templated there is provided reciprocable jaws 
moving between the closed shaping jaws to com 
press the bunch. These various means and parts 
may be Widely Varied in construction. Within the 
Scope of the claims, for the particular machines 
Selected to illustrate the invention is but One of 
many possible concrete embodiments of the 
same. The invention, therefore, is not to be 
restricted to the Specific construction shown and 
described. 
Referring to the drawing, 3 is a rolling table of 

conventional construction on which the filler 
charge is rolled into a binder by means of a roll 
ing apron 4 guided by a rolling pin 5 Swung back 
and forth over the table 3 by arms 6 actuated in 
a Suitable manner from the drive of the machine. 
The bunch B So rolled, at the end of table 3 is 
delivered by the apron 4 into a chute 7 which 
guides it directly into one of the bunch shaping 
molds. 
A number of bunch shaping molds are carried 

by a turret 8 mounted on a shaft 9 rotated inter 
mittently by the drive of the machine in such a 
manner that One of the molds arrives in a hori 
ZOntal position opposite the chute 7 just prior to 
the ejection of a bunch B by the rolling apron 4. 
In lugs 10, the turret 8 carries axial pins 11 

arranged in pairs according to the number of 
molds provided, on which pins are pivoted swing 
able jaWS 12; and between the star-shaped end 
flanges 13 and 14 of the turret are mounted radi 
ally slidable jaws 15; each pair of the jaws 12 
having cavities on their inner faces correspond 
ing to the desired contour of the bunch, and co 
Operating With One of the jaWS 15 having a simi-, 
larly contoured cavity to shape the bunch. 
Each of the SWingable jaWS 12 is equipped with 

a roller 6 which engages with one of the two 
cam tracks in a slide 17 mounted in yokes formed 
in the end-flange 13 of the turret. Each slide 17 
in turn has a roller 18 running in the track of 
a stationary can 19 which also supports one of 
the bearings 20 of turret shaft 9. The sliding 
jaWS 15 have rollers 21 Supported on pins pass 
ing through slots in end-flange 14 of the turret 
and engage with a track in a Stationary can 22 
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which carries another bearing 20 for the turret 
shaft. 
As the shaft 9 revolves, the tracks of cams 19 

and 22 displace the rollers 18 and 21 radially with 
respect to the turret. The movement of the roll 
erS 18 cause the slides 17 to move back and 
forth in the yokes of flange 13, thereby opening 
and closing the Swinging jaws 12 by means of the 
rollers 16 engaging in the can track in the Slide. 
The movement of the rollers 21 compels the slid 
ing jaWS 15 to move in and out of closing posi 
tion. The tracks in the cams 19 and 22, and in 
the slides 17, are so formed that, in the horizon 
tal bunch receiving position of each mold, the 
upper Swinging jaw is in its raised position and 
the sliding jaw in its innermost position, and 
that, in its vertical bunch discharging position, 
both SWinging jaws of the mold are open and 
the sliding jaw is in its uppermost position. The 
SWinging jaws of each mold are closed shortly 
after the molds leave the bunch receiving Sta 
tion, so that each bunch is pressed into shape for 
nearly three-quarters of one revolution of the 
turret. While the mold is travelling away from 
the cunch receiving station, the jaW 15 is gradu 
ally moved OutWard, thereby compressing the 
bunch between the closed jaws 12 to the desired 
shape. 
The jaw 15 then rests in its extreme outward 

position while the mold continues travelling to 
Ward the bunch discharging station. On reach 
ing said station the shaped bunch B' rests on the 
jaw 15 and the jaWS 12 Open to permit the fingers 
23 of a transfer to: close upon the bunch and to 
lift it out of the turret by means of an arm 24 
turning on a shaft 25 actuated by the machine 
drive in synchronism with the rotation of the 
turret, ihearn 24 then transfers the bunch iE' 
to the Wrapper-applying mechanism of the ma 
chine. 
What is claimed is: 
1. The combination with a rotatable turret, of 

a plurality of cigar bunch shaping devices car 
ried by said turret and each including a pair of 
shaping jaws swingably mounted on the turret, 
and means for opening and closing said shaping 

1,944,760 
jaws, and bunch rolling mechanism arranged to 
deliver bunches directly to said shaping jaws 
When open, Said means operating to move the 
leading jaw of each pair of Swingable jaws into 
horizontal position at one station of the turret 
to receive the bunch thereon from said rolling 
mechanism, and said devices also including a re 
Ciprocable jaw moving between the closed shap 
ing jaws to compress the bunch against the closed 
shaping jaws. 

2. The combination with a rotatable turret, of 
a plurality of cigar bunch shaping devices car 
ried by said turret and each including a pair of 
shaping jaWS SWingably mounted on said tur 
ret, and bunch rolling mechanism arranged to 
deliver bunches directly to said shaping jaws 
When Open, said devices also including a jaw re 
(ciprocable outwardly between the closed shaping 
jaws to compress the bunch against the closed 
shaping jaws, and means for opening the shap 
ing jaws adjacent the bunch rolling mechanism 
-to admit the bunch and then closing them on 
*the bunch, and thereafter opening them at a 
position remote from the bunch rolling mecha 
nism to permit the Shaped bunch to be removed, 
Said means also operating to move the leading 
jaW of each pair of SWingable jaWS into horizon 
tal position at one station of Said turret to re 
ceive the bunch thereon from said rolling mecha 
nism. 

3. In a bunch shaping machine, the combina 
tion. With a rotatable turret, of a plurality of 
bunch shaping devices carried by said turret, 
and each including a pair of shaping jaws Swing 
ably mounted on Said turret, means for opening 
and closing Said shaping jaWS, a reciprocable jaw 
movable outward between the closed shaping 
jaWS, and mechanism for actuating the recipro 
cable jaw to compress a cigar bunch between 
the closed shaping jaWS, said means also operat 
ing to move the leading jaw of each pair of 
Swingable jaws into horizontal position at one 
station of Said turret to receive the bunch there 
on from said rolling mechanism. 

RUPERT E. RUNDEL. 

80 

85 

90 

95 

100 

105 

310 

15 

20 

40 

d5 

O 


