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UNITED STATES PATENT OFFICE. 
All AiNDER BO&DANEFY, OF NEW YORK, N. Y., ASSIGNOR TO THE INTERNATIONA, 

COEls. CORAEANY, OF BROOKLYN, NEW YOBK, A CORPORATION OF NEW YORK. 
PROCESS OF MANUFACTURING BOTTLE-CLost R.E.S. 

1098,68. Specification of Letters Fatent. Patented May 26, 1914. 
Application. filed Deeezber 21, 1912, Serial No. 737,986. 

To ai chor, it may concern: 
Be... it known that: , ALEXANDER Bog 

DáNFFY, a subject of the King of Hungary; 
and resident of the city of New York, in the 
county of Kings and State of New York, 
have invented certain new and useful im 
provements in Processes of Manufacturing 
Bottle-Closures, of which the following is a 
specification. 
The present invention relates to a method 

or process, for the manufacture of bottle 
closures of the ciass known as “crown cork 
sealing caps or closures.” Closures of this 
type usually comprise three parts, that is a 
metallic cap or crown having a corrugated 
flange to be locked to the exterior of the bot 
tle neck, a sealing disk or packing of cork or 
the like, and an impervious binding material, 
for instance in the form of a disk, interposed 
between the metallic cap 

ing materiai is fused or softened and the as sembled closure subjected to pressure before 
the binding material sets or hardens, where 
by the said binding material unites the seal 
ing disk with the metallic cap. Usually the 
three parts mentioned are first assembled and 
the closure, as a whole, is then subjected to 
heating action to fuse the binding medium, 
and afterward pressure is applied. In other 
cases the caps contain only the binding ma 
terial when heat is applied to the same, the 
sealing disk or packing of cork or the like 
being inserted afterward. Heretofore the 
outer surface of the cap has been subjected 
to heating action, the heat being conducted 
by the cap to the binding medium. It has 
been found in practice that only that portion 
or surface of the binding material which is 
in contact with the inner surface of the cap 
is fully fused, that portion or surface which 
contacts or is to contact with the sealing 
disk or packing being softened only to a 
certain extent. The result of this is that, 
while the binding material is capable of be 
ing properly united with the cap, the union 
between the sealing disk or packing and the 
binding material is often defective... When 
plain or undecorated caps are used, it might 
be possible to expose the same to heating con 
ditions which might fuse the binding ma 
terial thoroughly, but when decorated caps 
are charged with the binding medium, and 
such caps subjected to heating action, the 
extent of exposure to properly fuse the bind 

p and the sealing 
disk. In manufacturing these caps, the bind 

ing material is always ruinous to the said 
decorated caps, inasmuch as it affects the 
paint used for decorating same and defaces 
otherwise the caps. Even plain caps cannot 
be heated to such an extent which is required 
to properly fuse both faces of the binding 
medium for the reason that the said caps are 
transported from one place to the other on 
the assembling and uniting machine at a 
speed which prevents the proper extent of 
exposure to heat. 
The main object of the present invention is 

to provide a method or process for the manu 
facture of bottle closures which will result 
in a firm union between the three parts 
thereof.by reason of the binding medium be 
ing properly fused at its contact faces with 
the cap and packing disk, respectively, there 
by obviating the defects above mentioned. 
With these and other objects in view, 

which will fully appear as the invention is 
better understood, the same consists in the 
process. hereinafter described and pointed 
out in the appended claims. 
in carrying out the process forming the 

subject matter of the present application for 
letters Patent, the inner surface of the cap 
is subjected to an intense heat. The heating 
means may consist, preferably, of a gas 
burner which should be of the “Bunse).” 
type to cause a completé combustion of the 
illuminating gas in order to prevent uncon 
sumed particles of cabon to settle onto the 
said inner surface. Preferably, the cap is 
inverted before subjected to such treatment, 
the mouth of the burner pointing for this 
reason downward and the flame being di 
rected to the inner surface of the cap, for 
instance, by compressed air, conducted to 
the said burner. 
will be twofold; first it evaporates or burns 
the greasy or oily substance usually cover 
ing or spotting the inner surface of the cap; 
thereby cleaning the said surface effectively, 
and, second, it heats the inner surface of the cap, whereby, when the impervious binding 
medium is deposited into the same, its co 
tact surface with the cap will be properly 
fused so that it will be adapted to adhere 
perfectly to the inner surface of the cap. 
The removing of the oily or greasy sub 
stance aids materially such union. After 
the binding medium has been deposited into 
the cap, the exposed surface thereof is heat 
ed, preferably by means of a burner which 

The result of this action 
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might be identical in construction with the 
one above mentioned. This heating action 
will result in a proper fusing of said ex 
posed surface, and at the same time cause 
the binding medium to conform to the shape 
of the inner surface of the cap, the flame 
which is directed to the said surface by com pressed air causing the binding medium to 
assume the shape of the inner surface of the 
cap. The binding medium being properly 
fused, a sealing disk or packing is placed 
into the cap, after which the assembled 
closure is subjected to pressure which will 
firmly unite the parts thereof, the binding 
material being partly or wholly hardened 
when discharged from the machine. 
From the foregoing it will be observed 

that the outer face of a cap is in no way 
20 

25 

affected by the heat, the decoration thereon 
will, therefore, remain in its original state. 
Furthermore both contact surfaces of the 
binding medium are properly fused, with a . 
result that a firm union is obtained between 
the parts of the closure. 
One of the many possible apparatus for 

carrying out the invention is illustrated in 
the accompanying drawings, in which:- 

Figure 1 is a plan view of a machine con 
structed in accordance with the present in 
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vention; Fig. 2 is a side elevation thereof; 
Fig. 3 is a sectional view of the cap feeding 
device; Fig. 4 is a section taken online 4-4 
of Fig. 3; Fig. 5 is a section taken on line 
5-5 of Fig. 3; Fig. 6 is a plan view of the 
device shown in Fig. 3, certain parts being 
removed to more clearly show the interior 
construction; Fig. 7 is a section taken on 
line 7-7 of Fig. 6, additional parts being 
placed on top of it; Fig. 8 is a plan view of 
a detail of the device shown in Fig. 7: Fig. 
9 is a plan view of a detail of the device 
shown in Fig. 6; Fig. 10 is a front elevation 
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of the assembling means of the machine; 
Fig. 11 is a rear elevation of the device 
shown in Fig. 10; Fig. 12 is a side elevation. 
thereof; Fig. 13 is a front elevation, partly 
in section, of the means for actuating the 
binding material feeding means; Fig.14 is 
a side elevation thereof; Fig. 15 is a longi 
tudinal vertical section taken through the 
'means operating the device shown in Fig. 
13; Fig.16 is a section taken on line 16-16 
of Fig. 15; Fig. 17 is a side elevation of a 
detail of the structure shown in Fig. 15; 
Fig. 18 is a side elevation also of a detail 
shown in Fig. 15: Fig. 19 is a plan view of 
the sealing disk feeding means; Fig. 20 is a 
rear elevation of a detail shown in Fig. 19; 
Fig. 21 is a side elevation of the mechanism 
shown in Fig. 20; Fig. 22 is a sectional ele 
vation taken through the means for actuat 
ing the sealing disk feeding means; Fig. 23 
is a sectional front elevation of the device 
shown in Fig. 22; Fig.24 is a rear elevation 
of a detail of the device shown in Fig. 23; 

1098,08? 

Fig. 25 is a sectional elevation taken through 
a portion of the uniting means of the ma 
chine; Fig. 26 is a plan view of the means 
for removing the finished product from the 
machine; and Fig. 27 is a central vertical 
Section taken through the binding material 
Cutting means. 

In the drawings, the numeral 30 indicates 
the Supporting frame of the machine, for 
instance, casing-shaped, and provided with 
a horizontal top or table-section 31. A sub 
stantial distance below the table-section is 
journaled in the frame the main driving 
shaft 32, to which rotation is imparted, for 
instance, by a belt running over a driving 
pulley 83, which is in any suitable manner, 
rigidly fastened to the said shaft. Near one 
of the longitudinal edges of the table is 
mounted upon the same a box-like structure 
34 upon the top of which is disposed a plate 
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member 35, having a longitudinal groove . 
36 in its underface, which is adapted to ac 
commodate metallic caps that are fed there 
into in their inverted positions. This groove 
extends throughout the length of said plate 
member. Parallel to said groove, and more 
particularly on each side thereof, is formed 
in the underface of Said plate member a 
longitudinal recess 37, said recesses opening 
into said groove, and having slidably ar 
ranged therein each a feeding strip 38. 
These strips are adapted to reciprocate in 
the longitudinal direction of the box-like 
structure 34, and also transversely thereof 
toward and away from each other. The 
feeding strips 38 are provided in their op 
posite edges, denoted by the numerals 39, 39, 
with registering substantially semi-circular 
notches 40, 40. The edges of these notches. 
are adapted, when the feeding strips are 
moved toward and close to each other, to 
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grip firmly the head portions of the metallic 
caps which are located in alinement with 
Said notches in the groove 36, and, as the 
said strips are advanced in the direction of 
the longitudinal axis of the box-like struc 
ture, to carry them forward a predetermined 
distance. The caps are brought in their in 
verted positions into the groove 36 on a 
chute 41, which receives them from a hopper 
or similar structure, the construction of 
which need not be described here as it does 
not form part of the present invention. The 
means for imparting to the feeding strips a 
to and fromotion in the direction of the lon 
gitudinal axis of the box-like structure 34, 
which motion will be hereinafter termed 
“reciprocating motion', includes a disk 42, 
which is keyed or otherwise attached to the 
driving shaft, and provided in one of its 
faces with a cam groove 43. In this groove 
is seated a roller 44, carried by a lever 45, 
one end of which is fulcrumed at 46 to the 
frame, its other end carrying a pin 47, that 
is seated in a slot 48 in the downwardly ex 
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tending lug 49 of a substantially H-shaped 
block 50. This block is provided in each of 
its four legs with a cylindrical bore 51, 
through which are drawn two parallel hori 
zontal rocking shafts 51, which are mounted 
in the box-like structure 34 parallel to the 
longitudinal axis of the latter. The block 50 
is shiftably arranged upon the said rocking 
shafts, and provided in its upper face with 
transverse grooves 52, into which project 
lugs 53 upon the underfaces of the feeding 
strips 38. The grooves 52 are of a length 
to permit the feeding strips to move toward 
and away from each other; this movement 
will be termed hereinafter “the Swinging 
movement of the feeding strips'. 
The swinging movement of the 

strips is effected by a bar 54, which is piv 
oted to a bracket 54, that is conducted in its 
up and down movement by vertical guides 55 
upon the frame 30, the alternating move 
ment of saidbracket being caused by a roller 
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56, which is seated in the cam groove 43 and 
carried by said bracket. The upper end of 
the bar 54 is provided with a pin .57, seated 
in slots 58 of two bell cranks 59, which are 
keyed, or otherwise attached to the rocking 
shafts 51, the free ends of their other arms 
engaging apertures 60 in slides 61, in the 
upper faces of which are formed longitudi 
nal 
wardly extending lugs 63 upon the under 
faces of the feeding strips 38. The slides 61 
are located in recesses 61' in the upper face 
of the box-like structure, and are adapted to 
move toward and away from each other 
transversely of the said box-like structure. 
From the foregoing it appears that the le 

ver 45 causes a reciprocating motion of the 
feeding strips, and the bar 54 a swinging 
motion, that is to say a motion toward and 
away from each other. The can groove 43 
is shaped in such a manner and the rollers 
44 and 56 disposed in such relation that, 
whenever the lever 45 swings toward the 
chute 41, the feeding strips are held in their 
open positions, that is to say away from each 
other, and, when the lever 45 has reached 
its outermost position in the direction stated, 
the feeding strips are caused by the bar 54 
to move toward each other into gripping positions, the said feeding strips being kept 
in such gripping positions while the lever 45 
moves in the opposite direction and until it 
has reached its outermost point in that di 
rection, when the bar 54 causes said strips 
to recede from each other. When the lever 
45 reaches its outermost position in the di 
rection of the chute 41, the outermost notches 
of the feeding strips 38 are brought in op 
erative relation to a cap just received from 
the chute. The feeding strips then move to 
ward each other, grip the said cap and ob 
viously those in front of the same, advance. r 65 them a predetermined distance in the groove, strip 87 is advanced a corresponding dis 

ing the caps at rest. 

ber 35. 

feeding 

grooves 62, into which project down 

3 

and when reaching this position, the feeding 
strips recede from each other, thereby leav 

In this manner there 
are always a plurality of caps in the groove 
36, arranged at distances from each other 
which correspond to the distances between 
the notches in a feeding strip. All caps in 
the groove are brought to rest simulta 
neously and are also advanced simulta 
neously. A cap received from the chute 
comes first to rest in registering position 
with a circular opening 64 in the plate mem 

Above this opening is arranged a 
heating means, consisting, preferably, of a 
gas burner 65 of the “Bunsen’’ type to cause 
a complete combustion of the illuminating 
gas in order to prevent unconsumed parti 
cles of carbon to settle onto the inner surface 
of a cap. Inasmuch as the caps travel in 
the groove 36 in their inverted positions, the 
mouth of the burner must point downward, 
the flame being directed to the inner surface 
of a cap by compressed air that is conducted 
to the said burner. The result of this ac 
tion will be twofold, first, it evaporates or 
burns the greasy or oily substance usually 

I covering or spotting the inner surface of the 
cap, thereby cleaning the said surface ef 
fectively and, second, it heats the inner sur 
face of the cap, whereby, when the impervi 
ous binding medium is deposited into the 
same, its contact surface with the cap will 
-be properly fused so that it will be adapted 
to adhere perfectly to the inner surface of 
the cap. The removing of the oily or 
greasy substance materially aids such union. 
After the inner surface of the cap has been 
heated in the manner described, it is brought 
by the feeding strips into registering posi 
tion with a circular opening 66 in the plate 
member 35, stopping there to receive the 
binding medium. The binding medium is 
deposited into the cap in the form of a disk, 
which is cut from a strip 67 of suitably pre 
pared paper or other material, that is wound 
upon a reel 68. This reel is journaled in the 
frame of the machine, the strip being con 
ducted therefrom into a guide 69, to pass be 
tween the feeding rollers 70. The upper one 
of the feeding rollers is fixedly attached to 
a shaft 71, which is journaled in the frame 
of the machine and carries on its outer end 
a friction clutch 72. The clutch comprises 
a disk 73, keyed or otherwise attached to said 
shaft, and provided with a flange 74, in en 
gagement with spring pressed dogs 75, which 
are carried by a lever 76, the latter being 
loosely mounted upon the shaft 71, and pro 
vided with a pin it for actuating the same. 
When the lever 76 is swung in the direction 
of the arrow shown in Fig. 14 of the draw 
ings, the disk T3 is given a turn through a 
corresponding distance, carrying with it the 
upper feeding roller 70, whereby the paper 
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tance. When the lever 76 swings in the 
other direction, obviously, the roller 0 re. 
mains stationary. The pin 77 is oscillated 
by means hereinafter to be described. The 
rollers 70 advance the paper strip intermit tently to the cutting means, comprising a tu 
bular cutter 79, reciprocably arranged, in 
registering position with the opening 66, in 
a frame S0, that is disposed above the plate 
member 35. To the cutter 79 is secured, a 
horizontally extending arm 81, carrying an 
actuating arm 82, to one end of which is 
pivoted at 83 the rod 84 of an eccentric 85, 
that is keyed, or otherwise attached, to the 
main driving shaft, 32. To guide the move 
ment of the actuating arm 82, its other end 
is pivoted at 86 to one end of a rod 87, the 
other end of which, in turn, is secured at 88 
in a similar manner to a link 89, that is full 
crumed at 90 to the frame of the machine. 
Upon the downward movement of the cutter 
79, a disk of binding material is cut from 
the strip. 67, said disk being automatically 
forced, upon the upward movement of the 
cutter, by a stem 91 into the metallic cap. 
The stem 91 is slidably arranged in guides 
92 within the cutter, and carries upon its 
upper end a weight 93. When, therefore, 
the cutter 79 moves upward, the weight 93 
will force the stem 91 downward and there 
by the paper disk into the cap. After this, 
upon the further upward movement of the 
cutter, the uppermost one of the guides 92 
will engage the weight 93 and lift thus the 
stem 91 out of the opening 66 in the plate 
member 35. 
Around the opening 66 is formed a wa 

ter jacket 66, in which circulates a cooling 
fluid to prevent the strip. 67 from being af 
fected by the heat of the burner 65. . . 
The means for actuating the lever 76 of 

the friction clutch comprises a slide 94, 
which is reciprocably arranged in a vertical 
guide 95, formed upon the frame 80. This 
slide is provided with a horizontal slot 96, 
in which is seated the pin 77 of the lever 76. 
In the guide 95 is formed an arc-shaped 
slot 97, through which the pin 77 projects. 
Within the slide 94 is disposed a catch 98, 
pivoted at 99 to the said slide and provided 
upon its upper end with a hook 100. A 
spring 101 terids to force the said catch to 
ward and into engagement with one of the 
sides of the guide 95. A second slide 102 is 
also reciprocally arranged in the guide, 95, 
and attached to the arm 81. To this slide is pivoted at 103 a downwardly extending 
pawl 104, its hook 105 being adapted to en 
gage the hook 100 of the catch 98. A spring 
106 forces the hook 105 of the pawl 104 to 
ward and into engagement with the hook 
100 of the catch 98. To the guide 95 is 
pivoted at 107 a lever 108, its lower end 
carrying a sleeve 109 which is seated in the 
opening 64 in the plate member 35, while its 

the same, thereby causing the 
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upper end is provided with a pin 110, which 
is adapted to project through an aperture 
111 in the wall of the guide 95 into the lat 
ter. The front edge 109' of the sleeve 109 is 
tapered. Normally the hook 100 of the catch 
98 is in engagement with the hook 105 of 
the pawl 104 as will be presently described; 
when therefore, the arm 81 moves upward, 
the slide 94 moves therewith and thereby 
causes the lever 76 of the friction clutch to 
Swing in the direction of the arrow shown 
in Fig. 14 of the drawings, advancing thus 
the paper strip a predetermined distance. 
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Upon the downward movement of the arm 
81, the paper disk is cut and deposited in the 80 
manner above described into the cap, the 
slide 94 being lowered by the slide 102, con 
tacting therewith, thereby swinging the le 
ver, 76 in the opposite direction, during 
which movement obviously the shaft 71 of 
the feeding roller 70 remains stationary. If 
during the downward movement of the 
slides 94 and 102 there is no cap in register 
ing position with the circular opening 64, 
the sleeve 109 drops to the bottom of the 
groove 36, the pin 110 being thus withdrawn 
from the guide 95. The spring 101 will 
then disengage the hook 100 of the catch 98 
from the hook 105 of the pawl 104. When, 
therefore, the slide 102 moves upward, it 
will not carry with it the slide 94, and for 
this reason the paper strip. 67 will not be ad 
vanced. In such case, obviously, upon the 
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next downward movement of the cutter 9, no binding disk will be cut. In other words, 100 
whenever the feeding strips fail to bring a 
cap in registering position with the open 
ing 66, no paper disk is cut, nor is one forced 
through the opening 66 into the groove 36. 
If a cap is brought into proper position rela 
tive to the opening 64, the said cap engages 
the front edge 109' of the sleeve 109 and lifts 

pin 110 to 
project into the guide 95 and to force the 
hook 100 of the catch 98 against the action 
of the spring 101 into the path of the hook 
105 of the pawl 104. The slide 94 is thus 
carried upward during the next upward 
movement of the cutter, and the paper strip 
fed in operative relation to said cutter. 
After the binding medium has been de 
posited into the cap, the latter is advanced 
by the feeding strips, and stops in register 
ing position with a circular opening 112 in 
the plate member 85, above which is dis 
posed a burner 113, that is similar in con 
struction to the one above mentioned. The 
exposed surface of the binding disk is heat 
ed thereby, this heating action resulting in a 
proper fusing of the exposed surface; the 
flame which is directed to the said surface 
by compressed air causing at the same tinue 
the binding medium to assume the shape of 
the inner surface of the cap. The binding 
medium having been properly fused, the 
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cap is advanced by the feeding strips, and 
stops in registering position with a circular 
opening 114 in the plate member 35, where it 
receives a sealing disk or packing of cork or 
the like. The sealing disks are placed into a 
vertical tube li5, held upon the frame 80, 
said tube being provided with a longitudi 
nal slot 116, through which a finger piece 
117 of a weight 118 protrudes, said weight 
being placed on top of said sealing disks, 
and serves to feed them to a conveyer 119, 
which engages the lowermost of the disks in 
the tube and transports it into registering 
position with the circular opening 114. This 
opening tapers toward the plane of the top 
portion of the box 34, its upper diameter be 
ing larger than that of a sealing disk and 
its lower diameter being somewhat Smaller 
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than that of a disk. 
arrangement will be explained hereinafter. 
The conveyer 119 is made in the form of an 
oscillating plate, which is pivoted at 120 to 
the plate member 35, its acting end being 
provided, with a notch 121, that is adapted 
to accommodate a sealing disk. The coll 
veyer 119 is actuated by a lever 122, which 
is fulcrumed at 123 to the frame 80, and 
connected by a link 124 with said conveyer; 
said link being pivoted at 125 and 126 to the said lever and conveyer, respectively. 
The lever 122 is actuated by a slide 127, re 
ciprocably disposed within a guide 128, the 
latter being formed upon the frame 80. 
This slide is provided with a cam 129, pro 
jecting through a slot 130 in said guide. 
The cam bears against the inclined face 131 
of the lever 122, the latter being held in con 
-tact with said cam by springs 132, which are 
fastened to the said lever and the frame. 
The inclined face 131 of the lever is, pref 
erably, formed by a blade spring 133, fas 
tened to the lower end of the lever, and 
adapted to be adjusted by a set screw 134 to 
predetermine the swing of the lever. To the 
slide 127 is pivoted a spring pressed catch 
135, which is in all respects identical in con 
struction with the catch 98 above described, 
and adapted to coöperate with a pawl 136, 
carried by a slide 137, the latter two ele 
ments being similar in construction to the 
slide 102 and the pawl 104 above described. 
The slide 137 is attached to the arm 81 
above described. A lever 138 is pivoted to 
the guide 128, said lever being similar to 
the lever 108 above described, its sleeve 139 
being disposed in the opening 112. If a 
cap is located in the groove 36 in registering 
position with the opening 112, to be brought 
into registering position with the opening 
114 at the next forward movement of the 
feeding strips, the lever 138 swings the catch 
135 into the path of the pawl 136. The slide 
127 will thus be carried upward by the 
arm 81 and actuate by means of its cam 129 
by the intermediary of the lever 122 the 

The purpose of this 

5 
conveyer 119, the latter transporting a seal 
ing disk into registering position with the 
opening 114. The springs. 132 return the 
conveyer and the parts coöperating there 
with to their normal positions. Obviously, 
if there is no cap brought to the opening 112, 
the slide 127 is not lifted by the slide 137, 
and the conveyer 119 remains, therefore, 
stationary. The sealing disk is forced into 
the cap by an assembling plunger 140, which 
is reciprocably arranged in the frame 80 
and attached to the arm 81. During the 
downward movement of the plunger 140, 
the disk is forced by said plunger through 
the tapering opening 114 into the cap. It 
should be noted that, since the diameter of 
the lower end of the opening 114 is smaller 
than that of a sealing disk, the latter will 
be compressed to some extent, and, when 
forced into the cap, will expand and be held 
thus firmly in the cap. The cap, when in 
registering position with the opening 114, 
rests upon a die 141 in the form of a screw 
bolt, its upper face 142 being concave, con 
forming thus to the shape of the outer face 
of the head of a cap. 
The assembled crowns are advanced by 

the feeding strips to a uniting head 143, 
comprising a disk 144, keyed or otherwise 
attached to a vertical shaft 145. To this shaft is fixedly attached a worm gear 146, 
the teeth of which mesh with a worm 147, 
that is carried by the main driving shaft 
32. With the disk 144 are made integral, or . 
there may be attached thereto by means of 
spokes 148, two rings 149 and 150. These 
rings are disposed above the disk 144 a 
suitable distance from each other, as clearly 
shown in Fig. 2 of the drawings. A plu 
rality of vertically disposed plungers 151 
are slidably arranged in the rings 149 and 
150, said plungers being located parallel 
to the shaft 145, and their lower ends being 
adapted to be forced by springs 152 into 
contact with the disk 144. The upper ends 
of the plungers, which project above the 
ring 150, are provided each with a periph 
eral recess 153, which is adapted to be en 
gaged by a stationary cam 154, (shown in 
dotted lines in Fig. 2, the plungers engaged 
thereby being omitted in said figure,) said 
cam being formed upon a plate 155, that is 
disposed in parallel relation to the ring 
150 above the same. The cam is arranged 
in the path of the peripheral recesses of 
the plungers, whereby, as the uniting head 
rotates, said plungers will be raised by said 
cam, their springs lowering them as soon 
as disengaged from said cam. The cam 
raises a plunger before it arrives opposite 
to the feeding strips, and is disengaged from 
said plunger after it left the said feeding 
strips. When a plunger arrives in register 
ing position with the feeding strips, an 
assembled crown is placed upon the disk 
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144 beneath said plunger and, after the said 
plunger has been disengaged from the cam, 
its spring 152 will force the same against 
the assembled crown cork, placing thereby 
the closure under compression and holding 
it in this condition until the closure makes 
nearly a full revolution around the shaft 
145, when the plunger again arrives at the 
cam and is disengaged from the closure, 
allowing the latter to be guided by a pro 
jection 156 into a chute 157, to slide into a 
receptacle placed beneath the same. It is 
obvious that the binding material in the 
closure is still in its fused or softened con 
dition when arriving upon the disk 144, 
so that this binding medium, due to the 
pressure, will firmly unite the parts of the 
closure, the binding medium being partly 
or wholly hardened when the closure is dis 
charged into the chute. It is obvious that 
the outer face of the cap is in no way af 
fected by heat. The decoration thereon will, 
therefore, remain in its original state; fur 
thermore both faces of the binding medium 
are properly fused with a result that a firm 
union is obtained between the parts of the 
closure. 
The operation of the mag?hine is obvious 

from the foregoing. It is to be noted that a 
simple and effective cap transporting mech 
anism is obtained, means being provided for 
preventing the advancing of the coated 
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paper strip, the cutting and depositing of 
a binding disk and the feeding of a seal 
ing disk in case caps are not brought in 
operative relation to the binding material 
depositing and sealing disk inserting ele 
ments of the machine. 
What I claim is:- 
1. In a process for the manufacture of 

bottle closures, which consists in, first, heat 
ing the inner face of the metallic cap, sec 
ond, depositing a fusible binding medium 
into the cap, third, heating the exposed face 
of said binding medium, fourth, placing a 
sealing disk into the cap on top of the bind 
ing medium, and, fifth, subjecting the as 
sembled closure to pressure while the bind 
ing medium is hardening. 

2. In a process for the manufacture of 
bottle closures, which consists in, first, heat 
ing the inner face of the metallic cap, sec 
ond, depositing a fusible binding medium 
into the cap, third, heating the exposed 
face of said binding medium, and, fourth, 
placing a sealing disk into the cap on top 
of the binding medium. 
Signed at New York, in the county of 

Kings and State of New York, this 20th 
day of December, A. D. 1912. 

ALEXANDER BOGDANFFY. 
Witnesses: 

SIGMUND HERZOG, 
S. BIRNBAUM. 
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