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1. 

This invention relates to roll web terminals 
and methods of preparing web terminals for high 
Speed paster jointS. 

For a general discussion of the nature of Such 
a joint, reference is made to my prior Patent 
2,361,857, granted October 31, 1944. 

It is a primary object of the present inven 
tion to reduce the labor and time required to 
prepare the web, and to provide for a joint which 
will effect further economies in that it Will re 
duce the amount of lap heretofore required be 
tween the ends of the joined webS. 
Other objects and advantages of the invention 

Will appear more clearly from the following dis 
closure thereof. 

In the drawings: 
Fig. 1 is a view in front elevation of a rolled 

web prepared for a paster joint in accordance 
with this invention. 

Fig. 2 is a fragmentary detail view in front 
elevation of one end portion of the roll shown 
in Fig. 1, the web end being illustrated in process 
of preparation. 

Fig. 3 is a plan view on a reduced scale of a 
web section containing a paster joint and severed 
tabs resulting from the use of the present inven 
tion. 

Fig. 4 is a fragmentary detail view similar to 
Fig. 1, showing the modified arrangement. 
In preparing the web end for a paster in ac 

cordance with the present invention, the first 
step is to punch in the web 4 adjacent its end 3 
a number of holes 6 and 6'. From the hole 
nearest the side margin , cuts 8 are made ob 
liquely to Such margins, Such cuts being tangent 
to the outermost holes 6. Where the guide belts 
of the press are to cross the paster joint, Strips 
5 of gummed tape are applied to the Web Sub 

stantially tangent to the holes 6'. 
The gunned tabs hold the end portion 5 

of the web to the underlying face of the roll by 
spanning the web portions between the respec 
tive holes 6 and 6' and the end margin 5. The 
ends of the tabs 0 lie within the respective 
holes 6 in adhesive connection with the under 
lying surface of the roll. The ends 2 of the 
tabs O are in adhesive connection with the roll 
beyond the margin 5. The terminal portions of 
the Web near the end margin 5 and along the 
oblique cutS 8 are coated With adhesive, as in 
dicated at 3. 
When the gummed tabs have been applied 

to clamp the end of the Web to the underlying 
Surface of the roll as above described, the un 
anchored portions of the web may be severed 
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either by cutting or tearing if desired. I have 
shown torn edges at 4 beside certain of the tabs 
0 and torn edges at 9 beside the reinforcing 

strips at 5. In practice, the edges of the tabs 
and gunned tape Will guide the tear and the 
resulting edge will closely follow the applied tab 
or tape, the ragged effect shown in the drawings 
being exaggerated in Order to indicate that these 
edges are preferably torn rather than cut. The 
tearing operation Saves much time of a skilled 
attendant as compared with the time which 
Would be required if these areas were cut free. 
While the Strips of gunmed tape 5 are shown 

in Fig. 1 to be applied transversely of the sheet, 
it is possible to apply two strips at each point 
Where reinforcement is desired as indicated in 
Fig. 4 at 5', the torn edges being there shown 
at 9. The particular pattern is broadly irrele 
Vant. However, the strips of gummed tape will 
not Only provide reinforcement but an edge 
along which the paper will be guided-in tearing. 

Fig. 2 ShoWS Various steps in the process in 
Various Stages of completion. One of the tabs 
f0 has been applied while another is in the course 
of application. The tear at 9 has been inade to 
One of the apertures 6' while the cut 8 shown in 
Fig. 1 has not yet been made. The glue has yet 
to be applied. 
The preparation of the Web end according to 

my former patent was entirely a matter of hand 
Work and considerable skill was required to cut 
accurately the overhanging tongues shown at 
6 in Such patent and engaged by the tabs. Ac 
cording to the present invention, the use of a 
conventional punch Suffices to locate and ac 
curately form the overhanging portions with 
which the tabs are engaged. With such tabs 
preShaped by the hole punching operation, it 
becomes a simple matter, requiring much less 
skill, to make the cuts or tears 8 and 9 tangent 
to the holes. 

It will be noted that between the cuts made 
at 8 and tears made at 9, and also between the 
two tears 9, there are holes 6 to which no cuts 
whatever are required, thus resulting in further 
time Saving. It will be noted further that the 
length of the joint longitudinally of the Web is 
Only a fraction of the length of the joint re 
Sulting from the invention of my former patent. 
In actual practice it is found that, whereas the 
joint of my former patent sometimes apped 
across two or even three newspaper sheets, the 
joint resulting from the present invention is gen 
erally confined to a single sheet. This is very 
important ... where newspapers containing the 
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paster joints are rejected. The press ordinarily 
folds and assembles the newspapers So that the 
presence of a paster joint on one Sheet Will re 
sult in the rejection of the entire newspape'. 
The paper savings resulting from the present 
joint are, therefore, very Substantial, in addi 
tion to the very substantial Savings in time and 
labor. 

It will, of course, be understood that in opera 
tion the paster joint made in accordance with 
the present invention functions like that disclosed 
in my former patent, the web tearing longitudi 
nally along lines parallel to the edges of the tape 
and intersected by the margins of the apertull'es 
to prevent the tear from extending into the Web 
beyond the apertures. The resulting joint is 
shown in Fig. 3. The reinforcement provided 
by the gummed tape at 5 or f3 is of value in 
supporting the joint from the beits during the 
travel of the web through the printing preSS. 

I claim: 
1. A method of preparing a roll web terminal 

for a paster joint, which comprises punching a 
laterally spaced series of apertures in the termi 
nal portion of the web at points spaced fron the 
end thereof, severing said Web between conSecll 
tive apertures along a line substantially tangent 
to the sides of the apertures, and adhesively ap 
plying tabs of less width than the diameter of the 
apertures through the apertures to underlying 
portions of the roll and across the intervening 
web terminal portions to the roll beyond the Web 
end. 

2. A method of preparing a roll Web terminal 
for a paster joint Which comprises punching 2. 
series of apertures in the terminal portion of the 
web in a roll transversely of the web and spaced 
from the end thereof, adhesively applying taips of 
less width than the diameter of the apertures 
through the apertures to the underlying por 
tions of the roll and across the terminal portions 
of the web to portions of the roll lying beyond 
the end of the web and applying a tacky ad 
hesive to the terminai polition of the Web, the 
spacing of the apertures from the end of the Web 
being shorter along the margins of said tabs thain 
in any other direction to such end not covered 
by said tab. 

3. The method set forth in claiin 2, in Which 
the application of adhesive to the terriinal por 
tion of the web is confined to narrow bands ad 
jacent the end thereof. 

4. The method set forth in claim 2, in which 
the application of adhesive to the terminal pol 
tion of the web is confined to narrow bainds ad 
jacent the end thereof, a plurality of Such bands 
being applied between the shortest line joining 
the apertures and the Web end. 

5. A method of preparing a roll Web teriainal 
for a paster joint, which method comprises 
punching a transverse series of apertures through 
terminal portions of the Web in Spaced rela 
tion to the extreme end thereof, Severing portions 
of the Web along lines tangent to certain of Said 
apertures, removing web terminal portions de 
fined by the said severance and by said apertures, 
cementing tabs of less width than the diameter 
of the apertures through the apertures to un 
derlying portions of the iroli and across the Web 
terminal portions to parts of the roll beyond the 
web end and applying a tacky adhesive to the 
Web terminal politions between said tabs. 

6. A method of preparing a roll web terminal 
for a paster joint, which method comprises 
punching a transverse Series of apertures through 
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terminal portions of the web in spaced rela 
tion to the extireme end thereof, cementing tabs 
of less width than the diameter of the apertures 
through the apertures to underlying portions of 
the roll and across the web terminal portions to 
parts of the roll beyond the web end, adhesively 
applying reinforcing tape to the Web Substantial 
ly tangent to certain of Said apertures and tear 
ing from the Web portions thereof between con 
secutive tabs and said tape. 

7. A method of pieparing a roll web terminal 
for a paster joint, Which method comprises 
punching a transverse Series of apertures through 
terminal portions of Said Web in Spaced rela 
tion to the externe end thereof, fastening tabs of 
less Width than the diameter of the apertures 
through the apertures to underlying portions of 
the roll and extending Said tabs across the Web 
terminal portions to parts of the roll beyond the 
web end, fastening such tabs to said parts, fasten 
ing a reinforcing tape to the face of the Web 
in a position Substantially tangent to conSecu 
tive apertures and providing a Substantially con 
tinuous tearing edge between said apertures at 
points renote from the extreine end of the Web, 
and tearing from the Web a terminal portion 
thereof along lines defined by the opposite edges 
of two tabs and the edge of the reinforcing tape 
tangent to the apertures through which said tabs 
are connected. With the underlying roll. 

8. The combination with a rolled Web having 
an aperture Spaced frcin its eind, of an adhesive 
tab of less width than the aperture connected 
through the aperture to the roi and connected 
across the terminal portion of the web from such 
aperture to portions of the roll beyond the Web 
end, the Said Web having adjacent the margin 
of Said tab a single ply portion, the length of 
Which fron Said apcirture to the end of the Web 
represents at least approximately as short a dis 
tance as any distance not covered by said tab 
of Single ply web froin Said aperture to said end. 

9. The combination with a rolled Web provided 
With a transverse series of apertures in its termi 
nal portion and Spaced from its end, of tabs of 
less width than the apertures provided with 
means connected through said apertures to roll 
portions underlying the apertures, said tabs ex 
tending across the Web terminal portions and pro 
vided with means connected to roll portions be 
yond the Web end, the length of web interven 
ing between the apertures and the said web end 
being at least as Short along the margins of said 
tabs as the length of Web from said apertures 
to said end in any other direction not covered 
by Said tab, the Said tab margins serving as 
guides for the longitudinal tearing of the web 
from Said apextures to said end, and bands of ad 
hesive extending along the web and between such 
tabs. 

10. The combination set forth in claim 9, in 
Which the Web terminal portion is provided with 
a notch lying between consecutive apertures and 
bounded by lines leading from the web end sub 
Stantially tangent to the apertures. 

11. The combination set forth in claim 9, in 
Which the web terminal portion is provided with 
a notch lying between consecutive apertures 
through Which Such tabs are connected to the 
underlying roll, the notch extending from one 
of Said apertures to the other, the base of the 
notch being Substantially tangent to portions of 
the apertures renote from the end of the roll. 

12. The combination with a roiled web pro 
vided with a transverse series of apertures in its 
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terminal portion and spaced from its extreme end, 
of tabs of less width than the apertures provided 
with means connected through Said apertures to 
roll portions underlying the apertures, said tabs 
extending across the web terminal portions and 
provided with means connected to roll portions 
beyond the web end, a reinforcing tab extending 
tangentially to consecutive apertures and pro 
viding reinforcement where the web terminal 
portions will be supported by a belt in the print 
ing press, the Web terminal portion having a 
notch bounded by the apertures last mentioned, 
the first mentioned tabs associated thereWith and 
the reenforcing tab being tangent to said aper 
tures. 

13. The device of claim 12, in which other ter 
minal portions of the web are provided with bands 
of adhesive extending along the web end, 

14. The combination set forth in claim 12, in 
which the reinforcing tab comprises a single 
strip of tape transverse with respect to the web 
and at least approximately parallel to the web 
end. 

15. The combination Set forth in claim 12 in 
which the tabs first mentioned are spaced from 
each other transversely of the Web end and ex 
tend inwardly from the end of the web, the re 
enforcing tab extending transversely of the web 
and Substantially parallel to the web end from 
One of said first mentioned tabs to the other, 
whereby to provide a substantially continuous 
tearing edge and a substantially continuous web 
reenforcement about said notch. 

16. A method of preparing a roll web terminal 
having Substantially a straight edge for a paster 
joint, such method comprising aperturing the 
web at intervals across its terminal portion and 
along a straight row spaced substantially equally 
along its length from said edge and applying de 
tent tabs longitudinally of the web across the 
terminal portions thereof lying between such 
apertures and the end of the web and adhesive 
ly Securing Said tabs to the roll beyond the web 
terminal and beneath said apertures. 

17. A method of preparing a roll web terminal 
having Substantially a straight edge for a paster 
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joint which comprises punching a series of aper 
tures in the terminal portion of the Web along 
a straight row transversely of the web and spaced 
equally along its length from the edge, adhesive 
ly applying tabs of less width than the diameter 
of the apertures through the apertures to the 
underlying portions of the roll and across the 
terminal portions of the web to portions of the 
roll lying beyond the end of the web and apply 
ing a tacky adhesive to the terminal portion of 
the Web. 

18. The combination with a rolled web hav 
ing Substantially a straight terminal edge and 
having apertures disposed along a line spaced 
equally along its length from said edge, of an 
adhesive tab of less width than the aperture con 
nected through the aperture to the roll and con 
nected across the terminal portion of the web 
from Such aperture to portions of the roll be 
yond the Web end. 

19. The combination with a rolled web having 
Substantially a Straight terminal edge provided 
With a transverse series of apertures in its ter 
minal portion and disposed along a line spaced 
equally along its length from said edge, of tabs 
of less width than the apertures provided with 
means connected through said apertures to roll 
portions underlying the apertures, said tabs ex 
tending across the web terminal portions and pro 
Vided with means connected to roll portions be 
yond the Web end, and bands of adhesive ex 
tending along the web and between such tabs. 

JOSEPH. E. McMULLEN. 
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