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UNITED STATES PATENT OFFICE 
2,504,698 

MACHINE FOR MAKING ROLL DISPENSING 
CONTANERS 

asper Kievit, Middletown, Ohio, assignor to The 
Crystal Waxing Company, Middletown, Ohio, a 
corporation of Ohio 

Application September 28, 1948, Serial No. 51,620 
(C. 1—2) Claims. 

My present invention relates to machines and 
methods employed in the manufacture of paper 
board boxes or containers of the type Wherein a, 
roll of paper or the like is contained. In this 
type of box it is conventional practice to arrange 
the roll so that as the web is withdrawn from the 
roll (retained within the box) the web passes out 
ward through a slot or passageway existing be 
tween the front wall panel of the box and the 
closure flap. When the user has withdrawn a 
strip of paper of desired length, the Withdrawn 
portion is torn off, using the upper edge of the 
front Wall to facilitate the tearing off of the 
withdrawn portion. To facilitate this operation 
the upper edge of the front wall panel is often 
reinforced and provided with a reinforced tear 
off knife. This is usually a thin, narrow stiffen 
ing strip often made of metal, plastic or the like, 
which is affixed to the carton blank while the 
blank is in knock down flat condition. 
So far as I am advised, these metal or reinforc 

ing strips have heretofore been provided in coiis 
of tape-like material which are cut off to length 
prior to attachment to the box Wall, and the 
methods of attaching these tear of knives to the 
blanks has entailed considerably greater expense 
in proportion to the cost of the finished con 
tainer than my new method involves, wherein the 
fabrication of the tear-off knives and their at 
tachment to the box walls is accomplished in a, 
substantially unitary sequence of operations. 
More specifically therefore, my present inven 

tion relates to an improved nethod and machine 
for fabricating and attaching tear-off knives to 
box blanks. 
An object of my invention is to provide an 

in proved method for forming and affixing tear 
off strips of the type herein described, to box 
banks which are subsequently set up into con 
tainers of the roll dispensing type. 

It is an object of my invention to provide an 
efficient machine for rapidly fabricating tear-off 
knives and attaching them to the blanks for roll 
dispensing containers, the sequence of operations 
being Such that tear-off strips are fabricated from 
a roll of metal of a width equivalent to the length 
of the tear-off knives. As the web is fed along it is 
first stamped to provide clinching tongues, when 
the fabricated strips are clinched to the con 
tainer wall and finally the strip is cut off fron 
the advancing end of the Web of metal. I refer 
to the pending operation which prepares the 
"tear-off' knife for application to the carton Wall 
as a fabricating step. 
Thus instead of feeding a metal tape parallel 
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With the edge of the front wall of the container 
and attaching it to the box wall, it is my object 
to feed a web of thin metal along and form at 
taching tongues as it is fed, then to clinch these 
tongues to the box wall and finally to cut off the 
Strip laterally of the metal web to form the in 
dividual tear-off knife for each carton. Since 
IQ problem of registering each unitary tear-off 
knife With a box wall edge is involved, much 
greater Speeds of operation can be effected. The 
tear-off knife, it will be understood, has a cutting 
edge, preferably Serrated, against which the with 
drawn portion of the web is pulled with enough 
tension to cause severance of the withdrawn por 
tion of the web. Other words may be used, such 
as “cutting edge' to define the stiffening strip 
against the edge of which the web is severed. 
The foregoing objects and other advantages 

and in provements Will be apparent in the spec 
ification and description which follow, reference 
now being made to the drawings wherein: 

Figure 1 is a side elevational view of a pre 
ferred type of machine with parts broken away 
and certain other parts in section. 

Figure 2 is a plan View of the machine. 
Figure 3 is a fragmentary sectional view taken 

along the line 3-3 of Figure 2. 
Figure 4 is an enlarged fragmentary sectional 

view taken along the line 4-4 of Figure 2. 
Figure 5 is a further enlarged fragmentary de 

tail explanatory of the punching or forming op 
eration. 

Figure 6 is an end elevation of a punch or form 
ing die as employed in my machine. 

Figure 7 is a sectional view taken along the line 
- of Figure 5 showing the downwardly bent 

fa.Stening prongs or tongues in detail. 
Figure 8 is an enlarged fragmentary detail view 

illustrating the clinching operation. 
Figure 9 is a similar view illustrating the shear 

ing operation. 
Figure 10 is a fragmentary perspective of a 

shearing element. 
Figure 11 is a fragmentary enlarged sectional 

view taken along the line - of Figure 2. 
Figure 12 is a sectional view taken along the 

line 2-2 of Figure 2, but with parts broken. 
away and other parts in section to illustrate cer 
tain details of the clinching and shearing mech 
anism. 

Figure 13 is a side view of a cam member. 
Figure 14 is a sectional view taken along the 

line í ?-i í of Figure 2 with parts broken away 
and other parts in section showing certain de 
tails of the punching and forming mechanism. 
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Figures 15, 16, 17, 18 and 19 illustrate various 
steps in attaching the “tear-off' strip or metal 
edge to the carton blanks. 

Figure 20 is a sectional view illustrating a co: - 
tainer formed in accordance with my invention. 

Figure 2 is a fragmentary elevational view of 
certain detailed construction of the machine. 

Figure 22 is a sectional view taken on line 
22-22 thereof. 

Figure 23 is an elevational view of the gripper 
bar assembly employed to removes the finished 
cartons from the machine. 

Figure 24 is a section taken on line 4-24 
thereof. 

Figure 25 is a sectional view taken on various 
planes as best suited to illustrate the function 
of the gripper members. 

Briefly my machine embodies means for feed 
ing a metal or plastic web from one end of the 
machine and a carton bank from the other end, 
the advancing end of the web and the blank be 
ing moved toward, each other for purpose of 
uniting them at a certain work station. During 
operation of the machinera, carton blank is con 
veyed to position against an abutinent whereby 
further rinovernent of the bank is arrested and 
it awaits further operation of the machine; The 
web is intermittently advanced in measured in 
crements by a pair of measuring feed rolls. Op 
erating in timed relation with each forward 
movement of the web a punching and forming 
mechanism functions, as the initial fabricating 
step wherein a series of transverse rows of Small, 
downwardly depending prongs or fastening lugs. 

4. 
is completed the attached web and carton blank 
will appear as in Figure 16 with the row, a to a, of 
fastening prongs engaging the blank. 
The next operation entails severing that por 

tion of the web which has just been attached as 
the individual tear-off knife of the carton blank. 
The result of this operation is illustrated in Fig 
lures 17 and 19 from which figures it will now be 
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are punched out. The forward edge of the web, 35 
with a single transverse row of the prongs or 
clinching teeth, thus formed; is guided into posi 
tion over the awaiting carton blank, whereafter 
a clinching devices operates: to seeure- the ad 
vancing portion of the web, to the carton blank. 
Immediately, thereafter a shearing device op 
erates to sever the attached portion of the metal 
strip from the web. The carton blank, thus in 
its finished condition with the metal tear-off. 
knife cut off from the web and attached thereto, 
is next removed from the machine, as will later 
be described in detail, and the cycle of operations. 
is completed. 
Some of the operations just described , and 

others to be later disclosed, will be more clearly 
understood by reference to Figures, 15 through. 
20. As shown in these figures the carton blank. . 
comprises main body panels. 2, 3, 4 and 5, the 
panel 2 being, the ultimates front. Wall of the 
erected dispensing, container as shown in Figure 
20, and the panel 5 forming the top cover panel to 
which is articulated the closure flap 6. End. Wall, 
panels, generally indicated at 7, will, of course, 
be provided and it will readily be understood that. 
these end panels. may be arranged in any of var 
ious mainners to form suitable end closures. 
As seen in Figure 15, the cartonblank may be 

assumed to be positioned at rest, and the metal. 
web. 3 is about to..be advanced and guided in the 
direction of the-arrow. X, the web being slightly 
elevated above: the blank. It will be observed 
that the web. 8 is formed: with transverse rows, 
a. to g, it to b, or cito.c, of downwardly bent prongs. 
or fastening lugs. 9, shown in greatly enlarged. 
section in Figure 18. Referring now to Figures 
16 and 13, the Web.8 has been advanced to a posi 
tion above the: carton With the first transverse 
row, C, to da, , of the protings:9 in suitable-position 
to be forced through thes: cartonblank and 
clinched thereto... Justas this:clinching operation. : 

apparent that the finished carton blank is pro 
vided With a metal “tear-off' knife or cutting 
edge , this strip being securely attached to the 
carton blank by virtue of the prongs 9 which as 
seen in Figure 19 extend through the boxboard 
and are. clinched Crbent over as shown at 9d. 

It may be noted that the individual “tear-off' 
knife fo is formed with a serrated edge a which 
improves the cutting action in making a neat 
lateral. The transversely extending serrated edge 
is-produced by a similar configuration of the 
shearing elements later to be described. 

Figure 20 illustrates the erected container with 
a roll of paper or the like therein. It may be 
pointed out that... the paper strip a.is. With 
drawn from the box through the passageway 
existing between the front wall panel 2. and the. 
closure fiap. 6...and...that...the withdrawn.. portion 
Act of the strip may be readily severed from 

the roll. by pulling the strip-downward against 
the serrated edge. a of the 'cut-off knife 0. 

Referring now to. Figures. 1-and-2, my machine. 
comprises a suitable.base. 5. with upright mem 
bers 6 supporting an elevated framework 7. 
Mounted. On this framework is a pair of suit 
able castings 8 and , 9... which serve to mount a 
series of straightening rolls 29, 2, 22, 23, 24 and 
25, which rolls serve to remove any excess curva 
ture from the incoming metal strip. 8. The metal. 
or plastic web will preferably be supplied in a roll. 
or coil 25 which may be plaeed in a suitable, de 

4): coiling device such as that shown at 27, the free 
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end of the web being gradually withdrawn from 
the coil by a pair. of slowly driven...feed rolls 28. 
and 29. As shown the web then passes upward 
and over an idler roll 30 whereafter it is drawn 
through the straightening rolls-by action of the 
measuring-rolls 3 and 32. 
The roll 3 is provided. With a rubber sleeve 

3fa (Fig. 11), the rollers 3 and 32 being geared 
together as indicated at 33 (Fig.2). The roll, 3 
is journaled in sildable: bearing blocks 3 db and 
pressure adjusting, screws. 3-c. are provided. 
Fixed on the shaft 32d of the lower roll 32 is a 
ratchet wheel 34. A lever arm 3Sid, mounted for 
operation upon the shaft 32d, carries a pawl 3&b 
and at its outer end is pivotally connected to a 
link 34c. A tension spring 34d urges the parts 
to the position shown. 
At its lower end the link. 34c is pivotally con 

nected to, a lever arm. 35a, which is itself pivotally 
mounted as at .35b, on the frame and carries a . 
roller or cam follower 35c. A cara 35 having a 
rise, or hump. 35e. is fixed on shaft 229, later 
to be described, and engages the can roller 35c 
to produce an oscillating. movement of the lever 

65.35a. Which...lever, acting through link: .34c, pro 
duces a similar. Oscillation movement of the arm. 
34d resulting in the pawl 34b turning the ratchet 
wheel 34, and consequently the rolls 32 and 3 
to feed the Web 8-forward. The linea! - movement 

70; of the web will, of course, be determined by the 
rise of the cam. A pawl 34e engages the ratchet, 
Wheel to prevent possible backlash. 
By means of the arrangement...just...described, 

the web 8 is advanced step by step, from right. 
75:to-left as seen in Figures: 1-and-2 in measured 
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increments and in timed relation with other 
movements of the machine. The web, thus being 
advanced, next passes into the punching and 
forming device generally indicated at 36. 

Referring now to Figures 4, 5, and 14, which 
show enlarged detail of the mechanism with 
which this initial fabricating step is accom 
plished, the web passes between upper and lower 
coacting members 37 and 38. The upper member 
37 is slidably mounted on studs 39 and 40 (see 
Fig. 14), and is urged to the position shown by 
a series of compression springs 4. This upper 
member 37 carries a series of punches or forming 
dies 42 arranged transversely to the Strip. The 
lower member 38 is fixedly mounted in the frame 
members 8 and 9, previously mentioned, and 
has a series of female die elements 43 which 
coact with the punches 40 to produce the down 
wardly bent prongs or clinching teeth 9. Figure 
5 shows the position assumed by the parts during 
a forming operation and it may be pointed out 
that a resiliently mounted plunger or stripper 
device 44 having a reduced portion 44a and urged 
to the position shown in figure 4 by a compres 
sion spring 44b, is provided in conjunction with 
each of the forming dies. This plunger is de 
pressed by the forming operation whereafter, in 
returning to its normal position, it serves to lift 
or strip the prongs 9 from the female die element 
43 permitting the web 8 to be advanced from 
the position shown. There is also a stripping 
means for the punches 42. This consists of a 
bar 45 resiliently mounted in the member 37 and 
formed as shown to Surround the lower ends of 
the punches 42. The stripper bar 45 is fixed to 
rods 46 slidably mounted in the member 31, the 
rods 46 being fixed at their upper ends to a 
plate 47. The plate 4, and consequently the 
stripper bar 45, is urged downwardly by com 
pression springs 48 which surround studs 48d, 
the springs bearing against the plate 4 and lock 
nuts 48b. Downward movement of the stripper 
assembly is limited by the short sleeves 48c 
mounted on the studs 48a as shown. 
The required movement of the upper member 

37 is produced by action of cams 49 and 59, hav 
ing humps or rises 49a, and 50a respectively, 
which cams are fixed at either end of a shaft 5 
journaled in the frame members 8 and 9. The 
member 3 is provided with pins or studs 3d. 
and 37 b respectively engaged by slidably mounted 
links 53 and 54. At their lower ends the links 
53 and 54 are provided with can followers or 
rollers 56 which coact with the cans to produce 
the required downward movement of the upper 
forming member 37. As shown, the links 53 and 
54 are slotted near their lower ends as at 55, the 
shaft 5 extending through these slots and hav 
ing affixed collars 57 to retain the links 53 and 
54 in operative relation. At their upper ends 
the links 53 and 54 are provided with slots 58 
through which the studs 3d and 3b extend. Ad 
justing screws 59 bear against the studs to per 
mit adjustment and Simall compression springs 
59a act as take-up means preventing undue loss 
of motion. 
The punches or forming members 42 are re 

movably and adjustably mounted in the member 
37, by means of set screws 42d and adjusting 
Screws 42b arranged as seen in Figure 4. 

Referring now to Figures 5 and 6, the cutting 
and forming ends of the punches 42 are triangul 
lar in CrOSS section, the sides of the triangle be 
ing indicated at a, b, and c. The end of each 
punch is ground to an angle indicated at 42c 
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6 
producing a high point Or initial piercing edge 
42d. The inside diameter of the female element 
43 is indicated at 43a and it will be observed that 
the arrangement is Such that as the punch 42 
strikes the metal strip the high point 42d will 
first pierce the metal. Continued downward 
movement of the punch will then cause the sides 
or edges at and b to act as cutting means forming 
a V-shaped cut, while the side c acts as a bending 
agent to form the cut portion downwardly and 
produce the fastening lugs or clinching teeth 9 
as seen in Figure 7. 
As the web 8 with its transverse rows of down 

wardly bent fastening prongs leaves the forming 
mechanism it passes between a lower guide plate 
Se and upper guide bars 6 and 62 which direct 
the Web into the clinching and Shearing mecha 
nism generally indicated at 65 and wherein the 
strip occupies the position A as indicated in Fig 
ure 4. As here shown the web is positioned be 
tween upper and lower members 63 and 64 re 
spectively of the clinching and shearing mech 
anism awaiting operation thereof to clinch the 
strip to a wall of an awaiting carton blank , 
which blank has been conveyed into position in 
dicated at B by means and mechanism next to be 
described. 

Referring again to Figures 1 and 2, there is 
mounted at the left end of the machine a pair: 
of castings 70 and 7 i which support a conven 
tional feed board 72 and feed wheel T3. As well 
known in the art the feed wheel 73 has a friction 
pad 74 which serves to withdraw the carton 
blanks, one at a time, from the feed board and 
deposit the blank thus withdrawn on a conveyor 
here shown as comprising belts 5, 6 and , 
which are driven by suitable means later to be 
described. Suitable hold down bars 3 and 79 
are of course, provided and rollers 80 mounted 
on a shaft 8 bear lightly against the blank as 
it is carried for Ward by the belts. The blank is 
carried forward until it strikes an abutment, later 
to be described, within the clinching and shear 
ing mechanism, which abutment halts movement 
of the blank and it comes to rest in the position 
indicated at B in Figure 2. It will here be noted 
that the blank is retained in the position shown 
by the rollers 82 mounted on shaft 83, which 
rollers bear lightly against the blank pressing it 
against the conveyor belts which slip beneath the 
blank and frictionally urge it to position. In 
Figure 4 the relative positions of the web 8 and 
the carton f, just prior to the clinching opera 
tion are indicated at A and B respectively. 

Referring now to Figure 12, the upper member 
63 of the clinching and shearing device is slidably 
mounted on studs 86 and 87, which studs are 
fixedly mounted in the lower member 64. The 
member 64 is in turn rigidly mounted between 
the frame members 8 and 9. Compression 
springs, generally indicated at 88 and arranged 
as shown, serve to urge the member 63 upward 
with respect to member 64. The member 63 has 
studs 89 and 90 engaged by links 32 and 92 which 
links are respectively provided, near their lower 
ends with can rollers 93 and 94, Cams. 95 and 
'96 having humps or rises 95a and 96a, respec 
tively, are keyed as at 9 to a shaft 98 suitably 
journaled in the frame members 8 and 9. For 
purpose of adjustment, the links 8 and 92 are 
slotted as at 99 and are provided with adjusting 
Screws () which bear against the Studs 83 and 9. 
Springs ff serve as take-up devices and main 
tain the relative position of the links as shown. 
The lower ends of the links are Slotted as at 92, 
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the beveled edge f4, of the plates 63, strikes 
against platform members or plates 64a mount 
ed in the frame. This results in slight rotational 
movement of the shaft 53 as the shaft and its 
associated elements move into position to engage 
the carton . 

Referring briefly to Figure 1, the shaft 40 
mounts a cam 80 having a rise or hump 8. A 
roller or cam follower 82 is mounted in a bar 
i83 slidably mounted in a bracket 84 and urged 
to position against the cam by a tension Spring 
85. The arrangement of the can 88 is Such 

that just as the gripper bar 53 commences its 
reversal of movement the bar 83 is shifted 
against tension of the spring 85. Referring 
again to Figure 25, the other end of the bar 
83 is pivotally connected as at 86 to a lever 
arm 87 pivotally mounted on the shaft f88. The 
abutment member 6 previously mentioned is 
fixed by screws 89 to the lever 87. As thus de 
scribed movement of the bar 83 will cause the 
lever 8 to be shifted in clockwise rotation car 
rying with it the abutment member f76 and re 
moving the abutment from the operating lever 
75, permitting the springs i69 to close the fin 

gers 67 against the carton blank. The lever 
8 also carries a roller 90 which serves to shift 
or rock a lever 9 fixed on shaft 92. The pres 
sure rollers 82, as previously mentioned are 
mounted on the shaft 83. The Shaft 83 is itself 
mounted in supporting arms 93 which arms are 
freely pivoted on the shaft 92. Fixed to the 
shaft f$2 by screws 94 are lever arms 95 which 
engage beneath the shaft 83. It will now be ap 
parent that the shifting of lever 87 Will also 
rock the lever 9, shaft 92 and lever 95, which 
lever engaging the shaft 83 will lift the pressure 
rollers 82 away from the carton blank. This per 
mits free withdrawal of the blank by the gripper 
mechanism which carries the blank to the left as 
seen in Figure 1 where, as the gripper mecha 
nism approaches the position indicated at D a 
pair of abutments 96 are arranged to abut the 
leading edge of the carton blank. The blank, 
striking these abutments, is thus withdrawn or 
stripped from the gripper mechanism Which con 
tinues its movement sufficiently to effect complete 
removal and the carton blank drops by gravity 
to the position indicated at F upon a CrOSS Con 
veyor comprising belts 97 and 98 which carry 
the carton from the machine to a Suitable re 
ceiving device such as the receiver indicated at 
99. With the removal of each carton as just 
described, a new carton blank is Withdrawn from 
the hopper and conveyed into position, the Oper 
ation of the machine being continuous. 

It will readily be understood that the various 
mechanisms embodied Within my machine may 
be suitably driven and operated in timed relation 
by various arrangements of driving mechanism 
and that I am not to be limited to the arrange 
ment thereof as shown in the drawings and next 
to be described. 

Referring to Figure 1, a motor 200 has a pulley 
2 driving a belt 202 running over a larger pull 
ley 293, which is mounted on a shaft 20 ?. The 
shaft 205 is journaled in suitable bearings On the 
frame and has a sprocket 205 driving a chain. 206 
which in turn drives a sprocket 207 and shaft 
208. Other sprockets fixed on the shaft 208 drive 
a chain 209 and a chain. 20. 
The chain 209 drives a sprocket 2 fixed on a 

shaft 22 journaled in the frame members 8 and 
9. A gear 23 fixed on the shaft 22 drives a 
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10 
journaled in the side frames f8 and 9. Fixed on 
the shaft 25 a sprocket 26 drives a chain 2, 
which chain 2 drives a Sprocket 28 of a re 
duction unit 29, the output or reduced speed 
shaft 220 of which has a sprocket 22 driving a 
chain. 222 which drives a sprocket 223 fixed on 
the shaft 224 of the feed roll 29. 
Also fixed on the shaft 25 a gear 225 drives 

gear 226 fixed on the shaft 5 previously de 
scribed. The gear 226 drives a gear 22, fixed 
On the shaft 93, also previously described. Also 
driven by the gear 226 is a gear 228 mounted on 
a shaft 229 which shaft is journaled in the side 
frames 8 and 3 and has fixedly mounted the 
cam 35 previously described. 
The gears 225, 226 and 22 mounted respec 

tively on shafts 25, 5 and 98 may, for purpose 
of rigidity and Sinooth action of the machine, be 
duplicated near opposite ends of their respective 
shafts. This will be cliear from inspection of 
Figure 14 which shows duplicate gears 225 and 
226 near the frane members 8 and 9. 
The chain 20 drives a sprocket 233 fixed on a 

shaft 23 journaled in bearing blocks mounted 
on the frame. Fixed on shaft 23 is a smaller 
sprocket 232 driving a chain. 233 which chain 
drives sprocket 234 fixed on shaft 46 previously 
mentioned. The shaft 40 has a sprocket 235 
which drives a chain 236 running over a sprocket 
237 fixed on shaft 238 which shaft 238 mounts 
the feed wheel i3 previously described. 

Referring briefly to Figure 2, the shaft 238 has 
a sprocket 239 driving a chain 24 which ruins 
over a Sprocket 24 fixed on a short shaft 242. 
The shaft 242 is journaled in a suitable bearing 
bracket 243 and has affixed a miter gear 234 
driving a Similar gear 245 fixed on a shaft 2:3. 
The shaft 246 is mounted in a suitable bearing 
bracket 247 and has pulleys 248 and 249 Which 
respectively drive the cross conveyor belts 9 
and 98 previously mentioned. At their other 
ends the belts 9 and 98 return over idler pu 
leys 250 and 25 mounted on a shaft 252 journaled 
in a Suitable bearing bracket 253. A gear 254 fixed 
on the shaft 238 drives a gear (not shown) on 
shaft 255 (Figure 1), the shaft 255 being journaled 
in the frames 70 and 7 and having affixed pulleys 
256 which drive the conveyor belts 75, 6 and a 
previously mentioned, these belts returning over 
pulleys 25 mounted on the shaft 38 which 
shaft is journaled in adjustable bearing blocks 
Such as indicated at 258. 

It Will thus be observed that the inethod. Which 
I employ, and Which is facilitated by the use of 
the machine illustrated, permits the assembly of 
dispensing cartons With tear-off knives by first 
moving a Web of Suitable reinforcing material 
(such as sheet metal or plastic), first fabricating 
that portion which is to form the “tear-off' knife 
by a stamping operation; second clinching the 
“tear-off' knife or strip to the Wall of the carton 
before the tear-off knife is severed from the Web; 
thirdly severing the 'cut-off' knife from the Web 
from which it was fabricated, and finally feeding 
the carton blank forward for aSSembly as a dis 
pensing carton. It should be observed that the 
cutting off of the web with a Serrate toothed die 
leaves a serrate edge for the next succeeding "cut 
off' knife, and while this serves no useful func 
tion it has no disadvantages and a double cutting, 
one to provide a serrate edge and the other to 
provide a smooth leading edge is made unneces 
sary. Further the full width of the doubly Ser 
rated edged knife is used without Waste of 

larger gear 24 fixed on shaft 25 which is also 75 material. 
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Having thus described by invention, what...I 
claim as new and desired to secure by Letter's 
Patentis: 
-1. In combination with mechanism: for inter 
mittently feeding, to a position of temporary 
stoppage, the blanks, for roll dispensing contain 
ers, mechanism for intermittently advancing a 

...Web of stiffening materialito Said position, mech 

..anisin actuable at a stage; before said position 
is reached for stamping a transverse; line of at 
staching teeth in the advancing Web, imechanism 
actuable at said position ina succeeding advance 
of the web for crimping said attaching teeth to 
a wall of Said container, and mechanism for cut 
ting off the Web leaving, a strippermanently at 
tached to said container wall. 

2. In combination withimechanism for inter 
finittently feeding, to a position of temporary 
stoppage, the blanks for roll dispensing contain 
sers, mechanism for intermittently advancing a 
|Web of stiffening material to said position, mech 

O 

5 

anism actuable at a stage, before said position - 
is reached for stamping; a transverseline of at 
taching teeth;in:the advancing web, mechanism 
'actuable-at said position ina:Succeeding advance 
of the web for crimping said attaching teethto.a. 
"Wall of Said container, and mechanism for cutting 
-Off the Webleaving:a::Strippermanently attached 
to said container wall, said last noted mechanism 
:comprising intermeshing serrated elements. 

3. In a machine: for:applying a reinforcing Strip 
stoia, Wall of: a web dispensing container, means 
for advancing-step:by step; a web of reinforcing 
Strip material, 3 means for fabricating clinching 
elements in the leading: edge of the web, means 35 
for clinching said elements and the container 
wall, and means for cuttingsoff the web leaving a 
reinforcing strip secured:to the wall of the blank. 
14. In a machine for applying a reinforcing 

Strip to ; a wall of a web dispensing container, 
means for advancing step by stepia web of rein 
forcing strip material, means for fabricating 
clinching elements, in the leading edge of the web, 
means for clinching said elements and the con 
tainer Wall, and means for cutting Off the web 
leaving a reinforcing strip secured to the wall of 
-the blank, Said-last:mentioned;means comprising 
serrate faced die elements. 
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-5.In combinationina machines for attaching 

reinforcing strips to a wall of a webs dispensing 
coratainer, means for interEmittently advanciaga, 
:Web of reinforcing material, having a width sub 
stantially, equivalent to the length of the con 
tainer wall, to a position engaging the container 
‘wall, and means for:punching-attachings tongues 
in the advancing-edge of the web prior to itsar 
"rival to the position where it; engages the con 
itainer wall. 

6. Inscombination in a machine for attaching 
areinforcing strips to a wall of a Web dispensing 
&container, means for intermittently advancingia, 
iWeb of reinforcing material, having a width: Sub 
'stantially equivalent:to the length of the coal 
itainer wall, to a position engaging the container 
wall, and means for; punching attaching:tongles 
in the advancing edge, of the web prior to its 
arrival to the position. Where it engages:the COn 
-tainer wall, and means for clinching theattaching 
:tongues to the container wall: at the instants of 
arrival at the position of wall engagement. 

7. In combination in a machine for attaching 
reinforcing strips, to...a wall of a Web dispensing . 
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"container, means for intermittently advancing a 
web of reinforcing material, having a width. Sub 
stantially equivalent to the length of the con 
tainer wall, to a position engaging the container 
wall, and means for punching attaching tongues 
in the advancing edge of the web prior to its 
arrival to the position where it engages the coin 
Stainer wâl, and means for:?lenchingªthe.attacha 
ing tongues to the container wall and perma 
nëntly severing the-reliached-portion of ithe Witeb 
at the instant of arrivals at the position of wall 
engagement. · · · 
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