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yue e
To all whom it may covcern: !
Beit known that I, GEORGE T. PILLINGS a,

.citizen of the Unlted States, residing at t,he:

city of Baltimore, inithe :State of Maryland'
5 have invented certain new and usefnl ‘Im-
provements in Machines for Forming and
Soldering Lock-Seams of Sheet:Metal Cans,
and I do | hereby declare the following to be a
full, clear, and exact description of the inven-

10 tlon such as will enable others skilled in the

art to which it appertains to make and use
the same.

My present invention relates to machines

for making sheet metal cans and has especial

15 reference to machines for making cans pro-

vided with a lock seam, and it is my purpose

to construect a machine that will econsecutively

bend the edges of the tin and form flanges

‘thereon, then lock the flanges, then press the

2o flanges down upon each other and form a

seam, then flux the seam and finally solder the
seam, and which machine shall be eapable of
being operated by unskilled labor.

‘With this ob;]ect in view the invention will .
25 be fully disclosed in.the followmg specifica- .

tion and claims.
In the accompanying drawmgs which form
part of this specification, Figure 1 represents

a side elevation of my lmpr'oved machine, '
3o some of the supports for the levers being

omitted to.avoid crowding the drawings; Fig.
2,atransverse section on the line 2, 2,showing
the mechanism for bending the edges of the

tin; Fig. 2%, an enlarged section of the bars
35 for bending the edges of the tin and forming :

the flanges; Fig. 3, a like view on-the line 3,
3, showing the mechanism for engaging -the

flanges; Fig. 4, a like view on the line 4, 4,

showing the mechanism for pressing: -the
40 flanges upon each other and forming a seam;
Fig:.5, a like view on the line 5, 5, showing
the mechanism for fluxing the seam; Fig. 6,

a like view on theline 6, 6, showing the mech-:
anism for soldering the seam; Fig. 7, a like
45 view on the ‘line 7 7, showmg part of : the.
mechanism for raising: the mandrel to remove-

‘the soldered:-ean- bod1es from -the -mandrels;

Fig. 8, a top plan view of the: can moving

meehamsm resting on the frame-of . the ma-
5o .chine;. Fig. 9,-a side.elevation of- the same,
Fig. 10 a transverse sectlon on he:

.~ Application ﬁled Janua,ry 11 18085, Serml No. 534,585. (No model) 3 _ : ’

showmga modlﬁoamon oﬂ the: m'eeh‘amsm for
forming.the.flanges on the edges of ‘the tin;
Fig.11, an mv‘erted plan: yiew on theline 11,

‘115 showmg the cam shaft and the connectlons 5%

for moving the cams while they are being op-
erated upon; Fig. 12, a transverse section on
the line 12, 12, on Fig. 2 showing the face of
one of the dies for forming the flanges. Figs. - .
13, 14, 15 and ‘16, are vertical longitudinal 6o

‘sections of the machine beyond the point

where the seam is soldered. and show the
mechanism for raising the mandrel to remove
the can-body thérefrom. Figs.17, 18,19, and

20 are enlarged sectional details showing the 65
mechanism for bending the flanges in its sev-
eral positions.

Reference being had to the drawings and’
the letters thereon A indicates the frame of
the machine in.which is supported a mandrel jo
B on'which the can-bodies are operated upon
as will hereinafter more fully appear.

~ The tin having been cutinto properlength

and width aecording to the size of ean to be
made, the pieces of tin are bent into an ap- 73
proximately eylindrical form preparatory to
being placed in the machine and are opened
and passed over the mandrel at the part o and

-are pushed forward by hand until the can-
moving mechanism engages the can body D’ 8o

and pushes itintothe poxtlon of the machine C
where the edges of the ecan-body are bent in
opposite directionsand flanges formed there-
on, This meehanism-is best shown in Figs.
2, 2%, 17, 18, 19, and 20 -and comprises a yoke 83 .
consisting of bars b, b, connected by rods ¢,
¢, a pair of vertically reciprocating bars d d*
and formers e ¢%,. The bar is attached to the
under side of the upper barb of the yoke and-
the other bar d* is normally held in the slot go
by frictional contact between its sides and the
adjacent bar and the wall of the slot rests
upon a rod f while it is being raised thereby
and said bar.d* is pushed down or returned
to.its normal position by the upper bar b of 33
the yoke in its down stroke.. The bars d d*
are each provided with a recess g in their
outer sides, the upper end of oneof which re-

-cesses and the lower end of. the other termi-

nate in a shoulder or projection % which bend 1co
the tin at a right angle and form flanges in -

1 opposite directions, the tin being supported
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by the formers e ¢*; and at the opposite end
of the recess is a concave wall ¢+ which bends
the flange down upon the curved face % of the
former and forms a hook like flange such as
is commenly used for forming lock seams in
sheet -metal ware. ‘

The bars d* reciproecate in a slot{in the
mandrel B and are operated by a cain ni-on
the shaft n which alternately raises and low-
ers the yoke, carrying one of ‘the bars d and
the rod f which raises the other bar df The
flanges on the can-body are bent at an angle
at one stroke of the bars d d* moving in op-
posite directions and are then bent back to-
ward the can-body by thereturn stroke of-the’
bars, and the can-body is supported by the
‘mandrel B and ‘the wall o of the portien of

'the machiine C'which conformsitoithe'desired

diamster of the ecan-body.

The next step-in theoperationis,engaging
the flanges'p p to form a-lock seam and the
mechanism thereforiis bést :shown in Fig.-3:
and the portion of ‘the machine whieh per-
forins this work is designédted by'the letterd.
The ean-body issupported by’the franfe and
by mandrel B which is'eut:away on its wpper
sideat:g to admit-of pressingone edgeof the
can-body with -its flange’under iand beyond
the opposite edge to ‘hook ito 'engdge ‘the
flanges. This'operdtion is performed ‘by d&n
arin‘or lever #having a pad soun itsfree-end,
the inner face of which pad canfofms Wwith
the can-body. The arm risippivoted'to-alug
t ona sliding plate © and is ‘connected by‘a.
link v'toa'bell:crank lever wwhosellower efid

is-engaged by a cam:'ontheshaftntorécip-

rocate theplate:i, lever r:aifd pad:s to lock:
the flanges p p'on the can-body. Thearm 7
and its :pad s are raised ‘out:of engagement.
with the ean-body by ‘the camwandithe plate-
u, Teverr and pad's are reciproeated by a'le-’
ver ¢ 'having a short-ari -z which ‘engdges ‘a’

lag at the outer end of the 'plate’and is oper-

ated by a cam o’ on the'shaftn. Thelevers:
rand y dre respectively supported and:piv-
otally fuleruined on brackets:b’¢" on'the un-.
der:side of the frame A. -As'soon asthepad’
s is' removed-from the can-body-the resiliency:
of the metal causes it to expand and:engage
the:flanges. p p'in locked position.

The nextstep in the operation is pressing.
the locked flanges p'p upon ‘each other and
forming a seam and is perfofnmied’in‘the por-
tion of-the machine designated-by theiletter!
‘F-and 'the mecliaiiism therefor is‘best:shown.
in Fig. 4. The can-body is‘supported on tlie.
mandrel B and in the wall e’ 'and‘is operated.
upon by a'hammerf’ and an'anvil'g’ thelat-
ter being inserted in'the mandrel. The'ham-;
mer f’ is connected to theiupper bar h’ of a’
yoke composed-of said'bar,’a‘bari" and two
counneeting rods k%’ wliich-rods:are provided
with collars:?’ between which-collars'and the;
center side-rails m’ of the fraine are ixter-
posed springs.n’ to'raise:the hammer f’-out
of ‘engagement with thie can-body as soon‘as!

‘the flanges p p of ‘the seam havebeen pressed |

together. . The yoke carrying the hammer f’
is.moved downward by a cam o’ on the shaft
n and the flanges p p pressed upon the anvil
¢’ and the lock-seam formed. The side rods
of thisyokeand that of the part C which forms
the flanges p p pass through the upper and
genterside rails of theframe A and are guided
‘thereby in their reciprocations. After the
seam has been pressed it must be fluxed pre-
paratory to soldering, and this step of the op-
eration is performed in the portionof the ma-
chine designated by the letter F, the mechan-
ismof which isbestshown in Fig.5. The can-
'body is still supported by the mandrel B and
by ‘tlie wall p”-aind the flux is applied to the
seam bya brush ¢’ pivotally supported on an
arm ' which is:connected:near its longitudi-
nal ‘canter with:the ‘upper -end of ‘a lever s’

.| 'which is:falerumed-on a'bracket ¢’ and at its

Iower -end ‘engages a‘cam »’-on the shaft n,
g

and st itsiotuter end: the arm 7’ is'connected

‘to'n link " which connects with a leverwv’’
fulerurmed on-a ‘bracket w’ and-at its lower
end engages:a eamx’ on'theshaftn. Theflux
is iporitaingd ‘in-a wessel ¢’ ‘provided with ‘a
srévoluble flux ‘edrrier 2’ ‘which 'miay‘be re-
volved by any suitable meaus, T'hebrashq’
ioperates in a trough a® the length of the'can-
‘body:and is supported on‘anarm b¥pivotally
attdchied to a‘bracket ¢* on theuppersuiface
‘of :the!side rail'of the frameand-thetrough is
-pressed down upon ‘the can-body by a spring
d?®% The severalipositionsof the'brash g’ and
fits-operatiny parts:are:shown’in full and-dot-
‘ted ‘lines.

"Phe next steprequired tocomplete the can-
‘body is soldering:theseam, which is done in
‘the portion:df‘the'machine:designated by the
letter G andigbestshown in Fig. 6. Theecan-
body isisupported by the mandrel B and the
‘suived 'wall ¢*of the:portion‘G-and'the solder
isapplied to the seamn by a soldering-iron f?,
‘supported by an arm g* which is'pivotally‘con-
‘nected mear its longitudinal center to a lever
h*which leveris fiulcrumed toa bracket®*and
‘atthe rear end of tlie arin g*is attached a link
%2 which conrects it 'with a lever {2 pivotally
‘coninedted and fulérumed to-a bracketm*and
'gaid levers at their lower ernds engdge cams

|'0* n¥respectively which are supported on

shaft-n. The solderiscontained'in a bath p?
‘which is-provided with airevoluble solder-car-
rigr 'g*'which like the flux-carrier may be re-
volved by any suituble ‘meéans. The solder-
ing-iron‘is heated by a‘suitable gas burner +?
‘and ‘the solder-bath is‘hedted by a burner s%
The solderingiron is raised and reeiprocated
by'the levers-/*and Fas:shownin fulland'in
-dotted lines and ‘a trough ¢*is provided in
‘which the solderingiron-isapplied to the'seam
‘of the ‘can-body. The trough ¢*'is also the
length-of the ‘can-body and'is supported on
‘an‘arin 4? pivotally connected 'to a’bracket v?
‘and:is'held'in engagament with the can-body
by asspringw? The soldered can-body must

mow be removed from’the mandreél and to ac-
complish this‘the mandrel is raised to allow
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the can-body to be pushed off the mandlel
The mandrel is raised by a series of bars op-

erated mtermlttently by cams on the shaft n.

In Fig. 7 is shown on an enlarged scale one

of the bars a® which is pr0v1ded at its npper
end with a seat b®to conform to the periph- -
ery of the mandrel and at its lower end the
bar engages a cam c®of the shaft n. The bar-

is held in proper alignment by bars d? which
cross the frame A transversely. Thereare four

of these bars the operation of which will be
more fully set forth in connection with Figs.

13,14,15,and 16. - I have designated the bars

a in said figures by letters H, I, K, and L in

the order in which they.are elevated by their
respective cams c®. After the solder has been
applied the bar H rises and. raises the man-
drel sufficient to enable the can-body to be
moved into the position shown.in Fig. 13,

‘when said bar falls and the, bar I rises a,nd

the can-body ismoved into the posmon shown
in Fig. 14, when the bar I falls and the bar
K rises and the can-body is moved into the
position shown in Fig. 15, when the bar K falls
and the bar L risesand the can bodyi is moyed
into the position shown in Fig. 16, ' The op-
eration described is intermittent and is.rer

peated with each successive ¢an-body made,\

aud the can-body on the outer end of the man-
drel is pushed off by the next one coming from
the soldering section of the machine. The

‘"mandrel bemg supported by the ends of 1 the

frame of the machine only and secured to the
front end of the frame, the mandrel lgsprung
sufficiently by the bars to endble the can- bod y

to be discharged from the mandrel betvyeen-

itand its bearmfr in the outer end of the fname
of the machine. .

The mechamsm for movmcr the can: bOleS‘

is shown in Figs.1, 8,9,and 11 and comprises
primarily a pair of bars M, M, which rest in
grooves d® in the frame A’ and in grooves é°
in the sides of the mandg:el B as shown in
Figs. 2,3, 4,5, 6,7, and 10. -9 the inner and
adjacent sides of said bars q,re levers f, piv:
otally connected to lugs g*and pressed out-

ward toward the mandrel at one end by

springs s® to engage a can-body on each side
of themandreland push or move thecan-body
from one stage of 0peration thereon toanother
until it is pushed off the mandrel at its outer

end.” "The bars M, M, are reclprocated inter-
‘mittently by a rock shaft h¥supported on the

center side bar m’ of the frame of the machine
and is operated by the gear wheels, % %® the

former being seécured to shaft n as shown in
Fig.11'and the latter to a shaft 7%, to the outer

end of which is connected a crank m?® which

is attached to pitman n® which at its opposite

end is connected to the eranks o® on the rock-
shaft AS, and the rock- shaft is connected to
wrist pins p® on the sideg ot‘ the bars M, M,

by erank lever ¢*and, rods7® shown in Flv 1.

The bars M, M, are reelprocated the length of

‘a can-body and at each forward stroke in the
operation of the machine each oppositely ar- |
ranged pair of. pushing levers f3 are forced

Yo

3
{

shaft g, Th

outward by the springs s® and engage a can-
body and push it forward the length of the
stroke of the rock-shaft which stroke i3 equal
to the distance the can-body is required to

move from one.part to another of the machine -

3

70

to be operated upon in the consecutive order

heretofore deseribed. In the back stroke of
the bars the levers /* do not engage the ends

.of the can-bodies.

In Fig. 10 is shown a modlﬁcatlon of the
mechamsm for bending the edges of the can-
body and forming the ﬂanves P, p.thereon.
In this construction only one bar # is shown
which is. plvotally connected -at #* to 4 block
5 which reciprocates in a slot £° in the man-
drel B, and it is provided with means u? on
each 51de forforming the flanges in connection
with the formers v%; one edge being. turned
at ‘éach stroke. or remprocatlon of the bar.
The flange p having been turned at a right
angle by the bead 'w3 the flange is bent ba.ck
toward, the body by the sides of.the. groove
#® which is effected by the. bar being dmwn
toward the flange by means of the yoke Z2on

the shaft. @, whlcm yoke is connected ;to the -

bar # by rods a* and b* on each;:side.. thereof

-g8aid bars b* being rmldly;a,ttaohed to the yoke

and the bar t3 5 reclprocated by the yoke
n Fig:.2 by its conpection with the main
The lower portion of the ,operating
yoke has been omltted in Fig. 10 to avoid
confus1on but it may here be stated that it is
the same as the yoke shown in Fig. 2.
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85
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»The cams on theshaftn are so set that none

of those. opemtmg the bars a® cause the man-

grel to rise when the can-body is being op-

‘erated upon.:

‘The operation of the mdchlne as a whole
brleﬁy stated 'is as follows: The bent can-

‘hody D’ is placed upon the mandrel B at a
and moved by hand into the _portion of "the

machine designated by C where the recipro-
cating bars d “d* bend the edges of the can-
body “and form the ﬂanvespp thereon. The
levers f? on the bars M. M. then engage the
can-body and move it into the pOI‘thLI of the
machine designated by D, where the flanges
ppare engaged The can- body is then moved
by the bars M. M. and their levers 3 into the
portion of the machine designated by E where
the flanges p,-p are pressed upon each other
and the seam formed, after which the can-
Dbodyis moved into the port1on of the machine
designated by F where flux is applied to the

seam and then into the portion of the machine

designated by G, where the seam is soldered.
The mandrel B is then raised intermittently
at its outer end by the bars H.I. Kand L. and
the can-body pushed off the mandrel by the
succeeding can-body which is being pushed
along by the bars M. M. and their leversf3
While the foregoing operation is being per-
formed upon one can-body-other. ean- bodles
‘are following it upon the mandrel B to un-
dergo the same operation oonsecumvely :
Havmg thus fully described my invention,

,What I clalm is—
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‘flanges are 'formed on the edgesof the metal,

in combination with mesans for moving the

,onewith the other.

71ng sald plate -and lever to engage the lock
flanges.

1. In a machine for making sheet metal:
cans, a fixed support for the can-body, a man-:
drel having a vertical slot therein, in combina-
tion ‘with reclprocatmcr bars seated in said:
slot and provided with'means on their sidesfor
forming with cooperating formerslock flanges
on the edges of the metal.

2. In a machine for makiny sheet ‘metal

cans, a mandrel having a vertieal'slot therein,
in combination with ve1tlcally reciprocating
bars seated therein and provided with'means
on their outersides for bending with cooper-
ating formers the edges of the metal, a'yoke
supporting‘one of saxd bars,arod: supportmv
the other'bar and means for operdting ‘said
bars alternately.

3. Tn a machine for makKing shest metal
caus, a mandrel havinga vertlca.l slot thereln,
and formers‘on both suiles of gaid’slot,in-com-
bindtion'with barg'seated in'and ad apted tore-
ciprocate in theslot and betweenthe formers,
whereby lock flangesare formed on the edges
of the metdl, and ‘means for operating said

‘bars alter nately

4. In-a 'madhine for making 'sheét metal
cans,a mandrélhaving'a vertlcal slot'therein,

formers on ‘both sides of 'said slot, and bars.|.
'sedted in ‘and adapted to reclprocate in the
slot and between ‘the formers, whereby lock

flangesare formed on the edges of the metal,in
combmatlon with medns’ for moving ‘the can-

‘body longitudinally and-a:device’ for engaging.

said flanges-one with the'cther.

5. In a machine for making sheet metal!
cans, a mandrel’having avertical slot'therein,
formers ‘on both: s1des of ‘said ‘slot, and bars:
seated in and adapted to reclprocate in ‘the’
slot ‘and between theformers, whereby lock

flanges are formed on ‘theedges of the'métal, |

in-combinztion with means for moving the
can-bodylongitudinally'and a lever for push- |
ing oue edge of the-can-body under the oppo-w

site edge to- engage the flanges'one 'with the

other.

6. In .a machine for maKing sheet metal\
cansa mandrel having a vertlca.l slot-therein,
formers on both fndes of 'said slot and bars
seated ‘in-and:adapted to reciprocate ‘in the
slot and bétween the formers, whereby lock

and “said mandrel cut’ away on its upper s1de,‘

can:body longitudinglly and means for push
ing one edge of the can-body under and be-
yond the opposxte edge’to engage'the flanges

7. In a ‘machine for ‘making sheet ‘metal
cans, a mandrel for supportmw thecan‘body
and cut away on its upper side, and-an exter-
nal sapport for the'can-body, in combination
with a movable pldte supporting a’lever which
engages the ‘can-body and means for operat-

8. In a machine for making sheét metal

‘egns, a mandrel for supporting the can-body !

and cut away on its upper side, and an exter-

536,589

nal support for-the can:body, in combination
‘with :a'movable plate, aléver -engaging ‘the
can-body to engage ‘the lock flanges and sup-

ported on said plate, and cams, and‘interme-

diate levers for moving said plate.
9. In a ‘machine for ‘making ‘sheet ‘metal

|'eans, a:mandrel'havinga Vertlcal slot therein,

formers on both SldeS ‘of ‘said-slot and bars
seated ‘in and ‘adapted ‘to ‘reciprocatein the
slot and between the formers, ‘whereby lock
flanges are formed on the‘edgesof the metal,
in combmatlon with means for moving the
‘can-body longitudinally, mesans for en"avmg
‘the lock flanges and a device for: pressmg the
flanges'one upon theother and'forming a'lock-
seam.

10. Tn a madhine for making sheet 'metal
cans,a'mandrel havinga vertlcal slot'therein,
formers on both ‘sides of ‘said slotand bars

‘gseated 'in and adapted 'to reciprocate in the

slot:and'between theforimers, “fhereby flanges
are formed on‘tle outer-edges of ithe meta.]
in ‘combination with means for 'moving the
‘can-body ‘lohgitudinally, means:for:engaging
the flanges,a‘hammer, and an'anvil'supported
by the mandrel.

11. In-a machine for making ‘Slieet ‘metal

‘cans,’a'mandrel having a‘vertical slot' therein,

‘formers on ‘both ‘sides of said ‘slot:and bars
sedted ‘in and adapted ‘to ‘rediprocdte in the
slot and'between'the formers, wheréby Aanges

‘are formed on ‘the edges of the metal,in'com-
| ‘Dindtion with meansformoving the.can-body

1longitudindlly meansforengaging'the'flanges,
a hammer and-a yoke to which said ‘hammer
is attached, an anvil supported ‘by ‘the:man-
:drel and means for operating said yoke.

12. In a machine for making sheet metal

‘cans,’amandrel’having a vertical slot therein,
‘formers ‘on ‘both sides of said ‘slot.and bars

:adapted toreciprocate’in the slot and’'bétween
the ‘formers whereby flanges aré formed on
the edges df the 'meétal, in combindtion with
‘means for moving: the can-body longitudi-
nally, 'means for engaging the’ flanges, means
for pressing said flanges one upon the‘other
and a device for ﬂuxmo' the’ seam of‘the can-
‘body.
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13. In a'machine for making sheet metal

cans, a mandrel having a‘vertical'slot therein,
formers on both gides of said slot and bars
adapted to reciprocate in'the slot and'between
the formers ‘whereby flanges are formed on
‘the edges of 'the metal, in combination with

‘means for moving the ‘ean -body longitudi-
‘nally, means for engagingthe flanges, means

for pressing said ‘flanges one upon ‘the other

"and ‘an automatic ﬂux1n0' device.

'14. Tn a 'machine for makmg sheet :metal
cans, a mandrél having a vertical slot:therein,
‘formeérs on ‘both sides of said slot and bars
‘adapted to reciprocate in' theslot and between

‘the formers whereby flanges are formed on

the edges of ‘the metal, in combination with
‘means for moving the can - body longitudi-
nally, means for engaging the'flanges, means
for pressmo' said flanges one upon the other
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and a fluxing device comprising a flux con-
taining vessel, means for applying the flux to
the seam of the can-body and suitable con-
nections for operating the fluxer.

15, In a machine for making sheet metal
cans, a mandrel, having a vertical slot therein,
formers on both sides of said slot and bars
adapted to reciprocate inthe slot and between
the formers whereby flanges are formed on
the edges of the metal, in combination with
mechanism for moving the can-body longi-
tudinally, means for engaging the flanges,
means for pressing said flanges one upon the
other,and a fluxing device comprising a brush,
an arm supporting said brush, a lever on which
said arm is fulerumed, a lever for reciprocat-
ing said arm and suitable operating mechan-
ism for said bars. '

16. In a machine for making sheet metal
cans; a mandrel having a vertical slot therein,
formers on both sides of said slot and bars
adapted to reciprocatein theslot and between
the formers whereby flanges are formed on the
edges of the metal, in combination with mech-
anism for moving the can-body longitudinally,
means for engaging the flanges, means for
pressing the flanges one upon the other, means
for fluxing the seam and a device for solder-
ing the seam.

17 In a machine for making sheet metal
cans, a mandrel for supporting the can-body,
in combination with an automatically oper-
ated soldering device comprising an iron, an
arm to which the iron is attached, a lever on
which said arm is fulerumed, a lever econ-
nected to said arm and cams for operating
said levers.

18, In a machine for making sheet metal
cans, a mandrel for supporting the can-body, -
in combination with a solder bath a soldering
iron, an arm supporting said iron and ful-
crumed on a movable lever, a lever for reclp-
roeating said. iron and cams for operating
both of said levers.

19. In a machine for making sheet metal
cans, a mandrel having a vertical slot therein,
formers on both sides of said slot, bars adapted
to reciprocate in the slot and between the
formers whereby flanges are formed on the
edges of the metal, in combination with means
for engaging and pressing the flanges and
forming the seam on the can-body, fluxing
and soldermg the seam; and mechanism for
moving the ean body intermittently.

20. In a machine for making sheet metal
cans, a mandrel, means for forming and sol-
dering a lock seam on the can- body, in combi-
nation with mechanism for moving the can-
body longitudinally and means for raising
one end of the mandrel to remove the can-
bodies.

21, In a machine for making sheet metal
cans, a mandrel, means for forming and sol-
dering alock seam on the can-body, in combi-
nation with mechanism for moving the can-
body longitudinally and a plura,llty of inter-
mlttently operated devices for raising one
end of the mandrel fo remove the can-bodies.

In testimony whereof I'affix my signature
in presence of two witnesses.

GEORGE T. PILLINGS.

Witnesses:

D. C. REINOHL,
D. WEINER REINOHL.
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