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UNITED STATES

1,715,388
PATENT OFFICE.

OTTO KARL REINHARDT; OF JAMAICA, NEW YORK, ASSIGNOR, iSY MESNE ASSIGN-
MENTS, TO BOND ELECTRIC CORPORATION ‘A CORPORATION OF DELAWARE,

CONTAINER-MAKING MACHINE.

Application filed June 8,

This invention relates to container-making
machines and has particular reference to-a
machine particularly adapted for the mak-
ing of so-called “zinc-cups” used in dry bat-
5 teries.

A gener al object of the invention is to pro-
vide an improved machine of the type men-
tioned which is speedy, efficient, and reliable
in operation.

Other objects and advantages of the inven-
tion will become -apparent hom the follow-
ing description when -taken in connection
with the accompanying drawings in which—

~ Figure 1 1g a ver bical sectional view taken

on the line 1—1 of Figure 2, the remote parts
of the machine being :%hown in elevation.

Higure 2 is a side elevation of the machine
with the main drive shaft broken away.

Figure 3 is a side elev ation of the machine
as viewed from the rear in Figure 2, the end
of the conveyor with its suppmt shown in
Figure 2 being omitted.

i igure 4 is 2 plan. of the conveyor as

vm\vod in the duechoq of the arrow A in
Figure 7. ,
Figure 5 is a side elevation of the conveyor
as viewed in the divection of arrow B in Fig-
ure 4.
Tigure 6 is a transverse sectional view
taken on the hne 6—6 of Figure 5.

Figure 7 18 a tt"\nqverqe sectional view
takein on the line 7—7 of Figure 5.

Tigure 8 is'a vertical qectlonzﬂ view taken
on !he line 8—8 of Figure 3.

Figure 9 is a plan view of the turret and
tho'@lsc feeding slide appearing in section
in Figure 8.

Tigure 10 is a vertical séctional view taken
on the line 10—10 of Figure 8.

Figure 11 is a diagrammatic view lus-
imimﬂ the position of the bottom-forming
dise when. first introduced into a cyhnduc‘ll
body.

TJ rute 12 is a view similar to that of Fig-
ure 11 showing the bottom-forming disc as
having been tilted during mrwemo”t of the
body from dise-receiving posfx ion to its next
succeeding pouﬂamn about the axis of the
turret.

Rigure 1‘3 is a detail view in elevation of
tioning plunger and an abutment
with x"hch the p]u*wer ig adapted to cooper-
z‘LL in positioning the disc at riglit angles to
F e axis of the ¢ylindrical bady preparatory
o the soldering operation.

1926, Serial No. 114419,

Referring to Figures 8 and 10, the ma-
chine includes a suitable hopper 15 adapted
for the reception of 1eceptacle bodies 16,
herein shown as cylindrical, to be fed to an
ntermittently actuated turret 17.  With this

“turret 17, ave assoclated suitable means, here-

matter described, for introducing bottom-
forming discs nto the cylindrical bodies and
proper ly positioning such dises therein. The.
eylindrical bodies with their bottom-forming

discs carried therein are transferred to an-

endless conveyor 18 by means of which one
end of the cylindric&l bodies and the adja-
cent peripheral margins of the bottom-form-
ing discs are wh}ectcd first, to an.acid bath
and then to a bath of solder whereby the
dises are secured to their v e%p%twe cyhindri-
cal bodies, thus producing containers which
are deliveted to 'a suitable- receptacle, not
shown, at the end of the conveyor.

“The tarret 17, with its associated _cooper at-
ing élements, lS supported by a frame 20,
within which a power shaft 21 is journaled,
the )owm shaft having journaled thereon a
pullev , adapted for connection with a suit-
able source of power, not sliown. In order
to ‘start
cluteh 23 is provided for Jocking the pulley

29 to the power shaft 21, the clutch 93 being
controlled through the ingtrumentality of a
suitable lever 24 located within convenient
veach of the operator. To the shaft 21, is se-
cured’ a gear 25, meshing with a oeal 26,
which in turn engages a gear 27, the gear 27
being in mesh with a spur gear 98 qecured to
a shaft 29 which is pr owded with a bevelled
gear 30. The bevelled gear 80 meshes with 2
aunﬂ ar gear 81, carried by a shaft 32 which
18 thb‘v journaled in the frame 20 and 1is
provided with a cam 35 and a Geneva gear
35 adapted to engage and cooperate with a
gimilar gear 87, the gear 37 belm carried by
a shatft 88 to which is secured the turret 17
This turret is channeled as shown at 89 in
Trigure 9, torelieve excess weight, and is pro-
vided with a plurality of eqmdlstantly
spaced pockets 40, four of such pockets be-
ing herein shown. ‘

The hopper. 15 is suitably supported by
weans of a bracket 42, carried by the frame 20,
and is provided with a chute 43, through
which the cylindrical bodies 16 pass m enter-

ing the pockets 40 of the turret 17, Tnorder
- digplacement or jamming of the
al bodies 16, due to their bemo su-

t-and stop  the machine, a suitable.
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perimposed one upon the other, while trav-
ersing the chute 43, a guard finger 44 is pro-
vided, such finger- being carried by a semi-
cireular guard 45, partially encircling the
turret 17 and provided with depending aprons
arranged adjacent opposite ends of the furret
17 to prevent axial displacement of the bodies
within their respective pockets 40 as the turret
17 is intermittently actuated.

Suitably supported upon the frame 20, is

a tubular magazine 48, adapted for the recep-

tion of a stack or plurality of bottom-forming
discs 49 which are adapted to be introduced
successively into the bodies 16 at station C
while the turret 17 is at rest. The bottom-
forming discs 49 are removed from the maga-
zine 48, one at a time, by means of a recipro-
cating finger 51, cut away at its forward end
52 to a depth equal to the thickness of one of
the bottom-forming dises 49, and are carried
forwardly and positioned within the cylin-

~drical bodies 16 during such time as they re-

main at rest at station C. As the finger 51
is retracted from the cylindrical body 16, into
which the bottom-forming disc 49 has just
been introduced, the bottom-forming disc, is
usually frictionally engaged by ‘the cylin-
drical body 16 at diametrically opposed
points, and is held within the ‘cylindrical
body 16. Should the cylindrical body 16
fail to hold the bottom-forming disc 49 suf-
ficiently to retain the same therein as the fin-
ger 51 starts to move to its vetracted posi-
tion, shown in Figure 8, withdrawal of the
bottom-forming disc is prevented by restrain-
ing means 55. This restraining means 55
comprises a spring pressed plunger 56 carried
within a chamber 57, formed in a suitable
housing 58 .into which the lower end of the

magazine 48 fits. The plunger 56 is urged.

to. its position shown in Figure 8 by a coil
spring 59, surrounding the plunger stem 60

which projects through the housing 58 and’

_carries at its upper end a stop 61 which serves

50

o retain the plunger 56 within the chamber
57. . The plunger 56 is, at its lower end, pro-
vided with a rounded head 62 which will per-
mit the bottom-forming disc 49, as it is car-

ried forward by the finger 51, to readily lift

the plunger 56 against the spring 59 so as
to allow the bottom-forniing disc, about to be
introduced into the eylindrical body 16, to
move forward in an unobstructed manner to

- a position in front of the plunger 62 and well

within the eylindrical body 16. Shouid the
bottom-forming disc 49 start to move back
with the finger 51 as this finger is retracted,
such disc will be engaged by the plunger 56,
while at its lowermost position shown in Fig-
ure 8, and will be thereby held against with-
drawal from the cylindrical body 16.

As best shown in Figures 1, 8 and 9, the

finger B1 is carried by a reciprocating shide
terl . o)

65, suitably mounted within a gnide 66, car-
ried by the frame 20, the slide 65 being linked

1,715,388

to an oscillating arm 67, pivoted at its lower
end to the frame 20 and connected by means
of a rod 68 to an operating lever 69. This
lever 69 is pivoted to the frame 20, and car-
ries a roller 70, adapted to traverse the face
of the cam 85, by means of which cam the
operating lever 69 is moved in one direction,
said lever being moved in an opposite direc-
tion by a tension spring 71 which is connected
at its respective ends to the lever 69 and a
suitable arm or anchor 72 carried by the
frame 20.

Adfter the bottom-forming disc 49 has been
inserted into the cylindrical body 16 at sta-
tion C, as shown in Figure 11, it becomes
necessary to swing the bottom-forming dise
at an angle to the axis of the eylindrical body
into the angular position with respect to said
axis, as shown in Figure 12. This displace-
ment or swinging of the bottom-forming dise,
from its position shown in Figure 11 to its
position shown in Figure 12, is effected while
the cylindrical body is being earried fromn
station €, shown in Figure 10, to station I
shown therein, and is accomplished by means
of a stationary cam or member 75 (Figures
& and 10), carried by the semi-cireular guard
45 and so arranged, adjacent one end of the
turret 17, that the outwardly projecting edge
of the bottom-forming disc 49 engages the
cam and is gradually moved thereby from its
position shown in Figure 11 to its position
shown in Figure 12. Thus, by the time the
cylindrical body reaches station D, the bot-
tom-forming disc carried by that body is so
positioned as to be acted upon by a suitable
disc positioning mechanism hercinafter de-
seribed, which is employed to move the hot-
tom-forming disc 49 from its position shown
in Figure 12, to its position shown in Figure
13, preparatory to the soldering operation.

The disc-positioning mechanism is actu-
ated by the cam 85 and includes a plunger
head 76 carried by a shank 77 on which is
slidably mounted a pressure head 78 which
is adapted to be urged into intimate engage-
ment with one end of the cylindrical hody
16 by means of a compression spring 79, ar-
ranged intermediate the pressure head 78 and
a reciprocating slide 80 to which the shank
77 is secured. This reciprocating shide 80
operates within a guide 81 (Figure 1), suit-
ably connected to the frame 20 and is linked
to one end of the operating arm 69 zo thut
the cam 35 positively moves the plunger head
76 in one dirvection, whereas the spring 71
moves it in an opposite direction. At station
D, a stationary abutment 83 is carried by
the frame 20, the abutment 83 being so lo-
cated adjacent one end of the turret 17 as
to align with the plunger head 76 and the
pockets 40 as the cylindrical bodies 16 are
brought successively into position to receive
the plunger 77 at station D.  As the ¢ylindri-
cal bodies 16, carrying their respective bot-
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tom-forming discs 49, are brought succes-

-sively into position at station D, the plunger

77 enters such cylindrical bodies, whereupon
the pressure head 78 engages the edge of the
cylindrical body and urges the same longi-
tudinally of its axis into intimate engagement
with the abutment 83, as shown in Figure 13.
As the plunger head 76 continues to move
forward it engages the bottom-forming disc
49 and moves it from its position shown in
Figure 12 to its final position at right angles

‘to the axis of its cylindrical body 16, as-
‘shown in Figure 18. Inasmuch as the bottom-

forming discs 49 are so dimensioned as to

-snugly fit the interior of the cylindrical bod-

ies 16, such discs, when forced into their
final respective position, shown in Figure
18, will remain so positioned during such time
as is required to transfer the' cylindrical
bodies, with' their bottom-forming dises po-
sitioned therein, from the turret 17 on to-the
conveyor 18 and through the acid and solder
baths, respectively. 'I'he plunger head 76,
upon reaching its forward position shown in
IPigure 13, is retracted by the spring 71 as
the cam 35 continues to rotate preparatory to
the next succeeding forward movement of
the plunger head 76, and after said plunger
head has been withdrawn from the cylindri-
cal body 16, the turret 17 is so rotated as to
move the cylindrical body with its bottom-
forming dise to station If, at which point the
cylindrical body drops by gravity from the
turret on to a chute 84 suitably supported
by the frame 0.

During movement of the cylindrical body
from station D to station B, the succeeding
cylindrical bodies are transferred from their
stationstotheirnextsucceeding stations. Dur-
ing movement of the cylindrical bodies from
station D to station I, they are retained with-
in the turret pockets by a lkeeper or guard 85,
shown as carried by the chute 84 and curved
at its lower end so as to insure against jam-
ming of the cylindrical hodies as they pass
from the turret 17 on to the chute 84. '

As the cylindrical bodies 16, with their
respective: bottom-forming discs 49, are in-
oduced into the chute 84; the lowermost of
such bodies within this chute is removed,
the removal taking place simultaneously
with the introduction. of the plunger head
76 into the eylindrical body 16 at station D.
The means for removing the lowermost cy-
findrical body 16 from the chute 84 is shown
in Figures 1 and 10 as a depending arm-88,
carried-by the slide 80 and provided with a
herizontally dispesed foct, 89 which is adapt-
ed to engage one end of the lowermost cylin-
drical body within the chute 84 and push such
body horizontally to an inclined chute 90, as-

-soctated with the conveyor 18.  As the cylin-

drical bodies are transferred from the chute

84, it becomes necessary to insure their being
5 -delivered to the chute 90 in a perpendicular

3

relation to this chute, so that they may be
properly fed to the conveyor 18, and in order
to insure proper delivery of the cylindrical
bodies to the chute 90, there is arranged at

the upper end of the chute 90 a deflector plate -

91 which engages the forward end of the cy-
lindrical body as it passes from the chute
84, and so detlects the same that it drops on
to the chute 90 in a right angle position with
respect thereto.

The conveyor 18, to which the cylindrical
bodies 16 are fed down the inclined chute 90
under the action of gravity, is secured at one
énd to the frame 20 and 1s supported at its
other end by means of a supporting frame 93.
This conveyor 18 includes a horizontally dis-
posed frame member 94 to which is jowrnaled,
adjacent the frame 20, a shaft 95 provided at
its lower end with a spur gear 96 and at its
upper end with a bevelled gear 97.. The bev-
elled gear 97 meshes with a similar gear 98

carried by a shaft 99, journaled in the frame-

20.. To the shatt 99, is secured a second hev-
elled gear- 100 which meshes with a-similar
gear 101, carried by the shaft 102 t6 which the
gear 26 is connected. The shaft 95 is provid-
ed, intermediate its gear 97 and the frame
member 94, with a pair of sprockets 103 over
which pass a pair of spaced sprocket chains
104, each of ‘which is provided with a plu-
rality of spurs or fingers 105 and each of
which passes, respectively, over sprockéts
106 journaled upon a trunnion 107 supported
by the frame member 94 at the outer end
thereof.  Suitably journaled to the frame
member 94, is an intermediate gear 109 which
meshes with the gear 96 and in turn meshes
with o similar gear 110, carvied by a shaft
111 which is journaled to the frame member
94 and 1s provided with a pulley 112.° The
pulley 112 carries a belt- 113 which passes
over a similar pulley 114, siitably jonrnaled
to the frame member-94 at the outer end
thereot, the pulleys 112 and 114 being so
dimensioned that the stretches of the belt 113
operate - intermediate -the covresponding
gtrotches of the chains 104, as shown most
clearly in Figures 6 and 7. Tt will be noted
that, due {o the presence of the intermediate
gear 109 the belt 118 will travel in the same
divection as the chains 104, thereby effecting
rotation of the eylindrical bodies during such
times as they pass through theacid and solder
baths, respectively, so as to insuve proper
application of acid and solder respectively,
to the parts to be soldered. .
Intermediate the frame 20 and the support-
ing frame 93, is arranged a velatively shallow
receptacle 116 for carrying a- suitable acid,
s shown in TFigures 2 and 6, the receptacle
116 heing supported from the {rame membor
94 by means of brackets 117, or ¢he lilre, Be-
yond the receptacle 116, is arranged a verti-
cally adjustable receptacle 118, within which
is carvied a quantity of molten solder, as
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shown in Figure 7, which solder may be
maintained in a molten condition by means
of a suitable source of heat such as a gas
flame, not shown. The receptacle 118 is pro-
vided at opposite ends with vertical guides
119 which are confined within guideways 120,
carried by the supporting iframe 93, the
guides 119 being adapted to engage and rest
upon cams 121, carried by a hor uontz\lly dis-
posed shaft 192, journaled within the sup-
pmtmo frame 93 and provided with an cper-
ating lever 124, Through the instr umem‘zl—
ity of the cams 191 .vmch cooperate with the

guides 119, the receptacle 118 may be ra 'ed
or lowered to suit varying conditions, as wili

“be readily appreciated.

In order to lower the cylindricul bodies

into. the acid and solder baths, vespectively,

as such bodies are moved along the conveyor
18 by the chains 104, lower and upper guides
126 and 127 are provided, the guide 126 being
secured to an angle-iron 128 carried by the
frame -member 94, and the guide 127 being
suitably connected to a yolke-shaped support
129 suitably connected to the frame member
94.  Referring to Figure 2, it will be noted
that portions of the lower Ow\lu 126 are cut
aww, thus pr oviding depressions 130 and

31 located directly over the receptacles 116
and 118, respectively. It will also be noted
that the upper guide 127 is formed with ex-
tensions 132 and 183 directly opposite and
adjacent to the depressions 130 and 131, re-
spectively. Due to the dcpreg jions 130 and
181 in the guide 126 and the presence of ex-

tenslons 132 and 138 on the guide 127, the

passage afforded between these two guides,
126 and 1927, is a tortuous one, and since the
2

eylindrical bodies 186 ave forced to fraverse
this tortuous passage by the Spms or Arms
105, these cylindrical bodies, th

from one end of the conv

- 1o the other are

first lowered a slight distance into the acid
o 0
bath ‘and then "vemoved therefrom after

ht distance
removed there-

which ,thc‘y are lowerved to o sli
into the solder bath and then
from. BDuring movement of the eyl cuj al
bodies from one end of the conveyor to the
other, they ave supported by a track n ember
135, sultabh ummdﬂrl to the ends of the

)ke shaped s 1])0011 129, by means of W:lr*h
Luch traclk member .nmpou ed in a spaced
196 and 127, as shown
moqt cleariy 1n Figures 6 and 7.

\s above stated, the belt 113 is provided in
01’661‘ to rotate the cylindrical bodies 16 whils
they are being subjected to the acid and solder

baths, respectively; but in order to positively
insure such rotation a plurality of 1dler roli-
ers 136 are employed.  These idler rollers are
arranged in groups, as shown in Figures 4
and 5, one group. being located gdmc nt the
r%ep*ac]e 116 and the oiner group heing lo-

cated adjacent the vecenta wle 118. . Bach of

_t‘ae roﬂ@r@ i361s joarm]en upon gm arm 1387,

Tespective arms 137;

as thney niove.

which is pivetally connected intermediate its
ends, to the frame member 94. These rollers
are urged into intimate engagement with the
inside of the lower reach of the belt 113 by
means of tension springs 188, connected to the
and the belt 113 by these
rollers 186 ig thus urged into intimate en-
gagement with the cylindrical bodies as they
pass through the acid and solder baths, re-
spectively. Since the belt 113 travels in the
direction that the cylindrical bodies are being
carried by the conveyor chains 104, the eylin-
drical bodies are rotated as they pass through
’che acid and solder baths, res podn ely, with

the result that the per 1phel y of the bottom-
101 ming dises 49 and the lower end margin of
the cylindrical bodies are subjected to a uni-
form application of acid and solder succes-
sively. Due to the proper application of acid
and solder thus imsured, non-porous and
otherwise perfect jeints between the cylin-
drical bodies and their respective bottoms
are insured.

Operation of the machine is as follows:
Agsuming that cylindrical hodies are being
mtroduced into the hopper 15, and power
from a suitable source is connected to the
main drive shaft 21, the intermittently actu-
ated turret 17, into the pocket 40 of which a
cylindrical bodv has been forced from the in-
clmcd chute 43 by gravity, carries Sudl hody
to station C and Lheﬂ pauses, due to the sys-
tem of intermittent gearing herein shown as
including gears 36 “and 37 During such
pause, one of the bottom-for ming discs 49 18
removed from the bottom of the stack within
the magazine 48 and introduced into the
cylindrical body, previously carried to station
G, within which body it remains ])()‘31( ioned,
as shown in Figure 11, when the finger 51 is
retracted. Upf)n Wlﬂl(h awal of the _{mger 51
from the cylindrical body at station C, the
turret 17 is again moved a quarter turn
whereupon the next succeeding cylindrica
body enter ing the turret is clevated to station
C; and the cylmch ical body, into which the
bottom-forming dise has been previously in-
troduced at station C, is simultaneously
moved to station ). Dmmﬂ this move-
ment, the previously introduced hot{om-form-
ing disc 49 is turned to its position shown in
T‘loure 12 by the cam 75. Dmum the patse
of the turref 17, the Dhmom' {7 moves into the
cylindrical body while at station D and furns
the bottom-forming disc 49 from it position
shown in Figure 12 to its position shown in
Figure 13. VWhile the bf)if om-forming dise
49 is being turned at station D, the Cthf‘r ical
body now positioned at station C is being
supplied with a bottom-forming disc 49, in
the same manner as pr evmus]v deseribed.
Adfter the plunger 77 is retracted from the
cylindrical bon at station D, simultaneous
with Wlnch retraction the {moor 01 is re-
tracted from the ¢ylindrical body nt station
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G, the turret 17 is again rotated a quarter
turn, thus moving to station D from gtation C
the last cylindrical body to receive a bottom-
forming dise. During this quarter turn of
the. turret 17, the last c¢ylindrical body to be
introduced into the turret is elevated to sta-
tion C, and the cylindrical body from which
the plunger 7T has just been withdrawn drops

from its pocket, at station I, on to the chute

84 from which it is later removed by the foot

- 89, simultaneous with a subsequent move-

ment of the plunger 77 into a ¢ylindrical body
at station D.
their respective bottom-forming discs 49 are
transferred from the chute 84 to the chute 90,
they are cammed into a perpendicular rela-
tion-to the chute 90 by the cam:91. The ¢ylin-
drical bodies, as they move down the inclined
chute 90 by gravity, are engaged successively
by the arms or fingers 105 of the conveyor
chains 104 and are moved from one end of
the conveyor to the other between the guides
126 and 127. As previously explained, the
cylindrical bodies.are caused, by the tortuous

‘path of travel afforded intermediate the

guides 126 and 127, to dip, first, into the acid
bath within the receptacle 116, and then nito
the solder bath within the receptacle 118, ro-
tation of the cylindrical bodies being insured
by the belt 118 as such bodies pass through
the acid and soldér baths respectively. As
the cylindrical bodies éierge from the solder

bath they travel thence to the end of the con-.

veyor, during which travel the previously
applied solder hardens and theréby perma-

.nently unites the ¢ylindrical body snd bottom-

forming disc to form a container, the con-
tainers being permitted to drop from the end
of the conveyor-ag they réach this point into
a suitable receptacle or the like. ‘
Having thus described the invention what
1. In a container-making machine adapt-
ed to receive a receptacle body to be moved

from station to station,.means for introduc- -

ing a bottom-forming member into said body

at one station with a portion of its margin
projecting from one end, of said body, means

for engaging the projecting portion of ‘said
bottom-forming member and for angularly
displacing the:same as said body is moved to

the next station, and means adapted to engage’
-said member  upon  angular displacement

thereof and move the same into bottom-form-
ing position. : B

2. In a container-making’ machine, means
for receiving and moving a receptacle body
Trom ‘station to station, means for introduc-
ing a bottom-forming member into said body

at one station with a portion of its margin.

projecting from one end of said body, means
for-engaging the projecting portion of said
bettom-forming member” and for angularly
displacing the same as sald body is moved to
the next station, and means adapted to en-

Asthe gylindrical bodies with

5

gage said member upon angular displacement
thereof and move the same into bottom-form-
ing position.

3. In a container-making machine adapted
to receive a receptacle body to be moved from
station to station, means for introducing a
bottom-forming member into said body at
oue station with a portion of its margin pro-
jecting from one end of said body, a station-
ary cam adapted to engage the projecting
portion of said bottom-forming member as
said body is moved to the next station where-
by said member is angularly displaced, and
means adapted to engage said member upon
angular displacement thereof and. move the
same into bottom-forming position.

4. In a container-making machine, inter-
mittently actuated means adapted to receive
a receptacle body and move the same inter-
mittently from station to station, means for
introducing a bottom-forming member into
said body at one station with a portion of its
margin projecting from one end of said body,
a stationary cam adapted to engage the pro-
jecting portion of said bottom-forming mem-
ber as said body is moved to the next station
whereby said member is angularly displaced,
and means adapted to engage said member
upon angular displacement thereof and move
the same into bottom-forming position. ’

5. Ina container-making machine adapted
to receive a receptacle body to be moved from -
station to station, means for introducing a
bottom-forming member into said body at one
station with a portion of its margin project:
ing from one end of said body, means for en-
gaging the projecting portion of said bottom-
forming member and for angularly displac-
ing the same as said body is moved to the
next station, and a reciprocating plunger
adapted to be moved into said body upon
angular displacement of said member and en-
gage said member to move the same into bot-
tom-forming position." o :

6. In a container-making machine adapted
to receive a'receptacle body to be moved from
station to station, means for introducing a
bottom-forming member into said body at
one station with a portion of its margin pro-
jecting from one end of said body, a station-
ary camadapted to engage the projecting por-
tion of said bottom-forming member as said
body is moved to the next station whereby said
member is angularly displaced, and a Tecip-
rocating plunger adapted to be moved into
said body upon angular displacement of said
member and engage said member to move the

_same into bottom-forming position.

7. In a container-making machine, an in-
termittently actnated turret adapted to re-
ceive a receptacle body and move the same in-
termittently from station tostation, means
for introducing a bottom-forming meinber
into said body atone station with a portion of .
its margin projecting from one end of said
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body, a stationary cam adjacent one end of
said turret for engaging the projecting por-
tion of said bottom-forming member as said
body is moved to the next station whereby
said member is angularly displaced, a recip-
rocating plunger adapted to enter said body
upon angular displacement of said member

and move said member into bottom-forming -

position, an’ abutment against which said
body is adapted to be moved upon entrance of
said plunger, and yieldable means associated
with said plunger for urging said body into
engagement with said abutment.

8. In a container-making machine, an in-
termittently actuated turret adapted to re-
ceive a receptacle body and move the same in-
termittently from station to station, means
for ‘introducing a bottom-forming member

into said body at one station with a portion of

its margin projecting from one end of said
body, means for engaging the projecting por-
tion of said bottom-forming member as said
body is moved to the next station. whereby
said member is angularly displaced, a plunn-
er adapted to enter said body upon.angular
dlsplacement of said member and move said
member into  bottom-forming position, a
chute into’ which.said body with its bottom-
forming member is adapted to be introduced

from said turret, and means for removing

said body from said chute.

9. In a container-making machine, an in-
termlttently actuated turret adapted to re-
celve receptacle bodies successively and move

‘the same 1nterm1ttent1y from station to sta-

tion, means for rétaining a Supply of bottom-
formmg members, means for successively
transferring bottom-forming members from
said supply into said bodies at one station, the
movement of said members into said: b0d1es
being so limited that a portion of the margin
of each member projects from one end of the
body into which 1t has been introduced, a sta-
tlonary member adjacent one end of said tur-
ret for successively engaging the projecting

- portions of said botton f011n1n0‘ rembers

50

60

during intermittent movement of sald turret
Wnereby said members are angularly dis-
placed,. a plunger adapted te engage. said
members successively upon angular displace-

ment thereof and move the same into bottom-

forming positions, and operating means com-

mon to the second named means and said

plunger.

10. In a container-making machine, an in-
termittently: actuated turret adapted to re-
ceive receptacle bodies successively and move
the same 1ntermittently from station to sta-

tien, means for retaining a supply of bottom-.
forming members, means for successively

trans: felunof bottom-forming members from
said supply into said bodies at one station, the
movement of said- members into said bodies

being so limited that a portion of the margin:

of each member projects from one end of the
body into which it has been introduced, a sta-
tionary member adjacent one end of said tur-
ret for successively engaging the projecting
portions of said bottom- iounmo members
during intermittent movement of “said turret
whereby said members are angularly dis-
placed, a plunger adapted to engage said
members successively upon angular displace-
ment thereof and move the same into bottom-
forming positions, operating means common
to the second named means and said plunger,
a chute into which said bodies with their bot-
tom-forming members are introduced suc-
cessively from said turret, a second chute
adapted to receive said bodies from the first
named chute, means. for transferring said
bodies one by one from the first named chute
to the second named chute, and means for
moving said bodies during their transfer
from chute to chute into a pexpend!anu re-
lation with respect to the second named chute.

11. Inacontainer-making machine, an end-
less conveyor adapted to receive receptacle
bodies - having bottomn-forming members
temporarily retained therein in bottom-foru-
ing positions, driving means for said con-
veyor, an-acid bath arranged beneath said
conveyor, means for deﬂe@’uno said bodies
into and out of said bath as they are moved
by said conveyor, means for retaining said
bodies in an inclined position with respect to
a horizontal plane as they travel through
sald bath, endless moving friction means en-
gaging said bodies for lotatmo the same as
they travel through said bath, said endless
moving friction means being contiguous with
said endless conveyor, and means for dui 1ving
said endless moving friction means at a dif-
ferent rate of speed to that of said endless
conveyor.

12. Inacontainer-making machine, an end-
less conveyor adapted to receive receptacle
bodies having bottom-forming members
teraporarily l*et(uned therein in bottom-form-
ing - positions, driving means for said con-
veyor, an acid b"tth arranged beneath said
conveyor, means for deﬂectmfr sald bodies
into and out of said bath as they are moved
by said conveyor, a solder bath arranged be-
neath said conveyor, means for deﬂectmﬂ
said bodies into and out of said solder bath
as they are moved by said conveyor, means
for retaining said bodies in an inclined posi-
tion with 1'espect to a horizontal plane as
they travel through said solder bath, endless
moving friction means engaging said bodies
for rotatlno' the same as they pass through
said baths, said endless moving friction means
being contiguous with said endless conveyor,

“and means for driving said endless moving

friction means at a difierent rate of speed to
that of said endless conveyor.
18. 'In a container-malking machine, an end-
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less conveyor including sprocket chains and
adapted to receive receptacle bodies having
bottom-forming  members temporarily re-
tained thersin in bottom-forming positions,
an acid bath arranged beneath said conveyor,
means for deﬁectmo said bodies into and out
of said bhath as Lhcy are moved by sald con-
veyor, a solder b aLh arranged beneath said
conveyor, means. for dcﬂebtma salc oochcs
into and out of said solder hath as they ar
moved by said conveyor, means fol ummmu
said bodies in an incliz wou position with re-
spect to a horizontal plane as they travel
ﬂu-ouou said baths; a belt operating inter-
mediate said sprocket chains and having one
of its reaches engaging said bodies and means
for driving said belt at a different rate of
speed to that of said endless conveyor where-
are rotated as they travel
through said baths.

14, Tn a container-making machine adapt-
ed to receive a receptacle body to be moved
from station to station, means for introduc-
ing a bottom-forming member into said body
at one station with a portion of its margin
projecting from one end of said body in a
plane coincident with the longitudinal axis of
said body., means for efigaging the projecting
portion of said bottom- formmo membgr and
for ‘moularly displacing the same-as said

-and out of said bath

7

body is moved to the next station, and means

adapted to-engage said member upon angu-
lar chsplacemw.b thereof and move the same

nto bottom- forming position.

15. In a container-making machine, an

endless conveyor adapted to receive recep-

tacle bodies having bottom-forming members
temporarily 1< ctained therein in bottom-form.-
ing positions, driving means for said con-
veyor, an acid bath ar “‘ﬂoed beneath said con-
veyor, means for defl ectmg, said bodies into
as they are moved by
said conveyor, a solder bath arranged be-
neath said conveyor, means for deflecting said
bodies into and cut of said solder bath as
they are moved by said conveyor, means for
retaining said bodies in an inclined position
with res spect to o horizontal plane as they pass
through said solder bath, endless moving
friction moans engaging said bodies for ro-
tating the same as Lhey travel through said
bath, said endless moving friction means be-
ing contig‘uou with said endless conveyor,
and ‘means for driving said nndle& moving

friction means at a diffevent rate of speed to

that of said endless conveyor.
In testimony whereof, T have affixed my
signature to this specification.

OTTO KARL REINHARDT.
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