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The present invention relates to can mak 
ing machines, and aims to provide an im 
proved form of attachment for such ma 
chines, by the operation of which either a 

5 soldering flux or cement compound may be 
applied to one of the side seam edges of the 
can body blank as the latter is being con 
veyed by the blank feeding means from the 
edging station to the forming and clinching 

10 or seam closing mechanism. 
Accordingly, I have devised a mechanism 

for carrying out this primary object of the 
invention, which comprises a nozzle through 
which the desired flux or cement compound 

15 may be discharged onto one of the edges of 
the can blank, preferably in conjunction 
with an air spray, together with valve 
means for controlling the flow of air and 
liquid through the nozzle, and means for 

20 timing the oneration of the valves in ac 
cordance with the feeding movement of the 
blank. 

In its preferred form, the improved de 
vice or attachment is so constructed as to 

25 produce a quick snap movement of the valves 
in both the opening and closing of the same, 
this character of snap movement being pro 
duced, in the form of embodiment of the 
invention herein described, by a combination 

30 of springs and cam elements, the latter be 
ing adjustable for varying the time of op 
eration of the valves in accordance with 
the sizes of the can blanks being operated 
upon. , 
With the foregoing general objects in 

view, the invention will now be described by 
reference to the accompanying drawings il 
lustrating one form of construction which 

35 

I have devised for embodying the proposed 
40 improvements, after which those features 

and combinations deemed to be novel will 
be particularly set forth and claimed. 

In the drawings 
Figure 1 is a rear elevation, showing a 

45 portion of the blank feeding device of a can 
making machine, and associated therewith 
a cement or flux applying device, constructed 
in accordance with my invention; 

Figure 2 is a plan view of the same; 
Figure 3 is an enlarged sectional view, 

representing a section taken on the line 
III-III of Figure 1: 

Figure 4 is a sectional detail view, rep 
resenting the cam elements employed as a 
part of the mechanism, for timing the op 
eration of the valves; 

50 
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Figure 5 is a side elevation, showing the 
face of that cam element appearing at the 
left in Figure 4; and 
Figure 6 is a similar view showing a face 

view of the other cam element, appearing at 
the right in Figure 4. 

Referring now to the drawings in detail, 
Figures i and 2 illustrate portions 10 of the 
blank feeding device, of a can making ma 
chine, provided with flights 12 for engaging 
the can body blanks 14 and conveying the 
Saine from the magazine (not shown) and 
past the edging station where the lips 15 
are formed on the ends of the blanks prepar 
atory to the formation of the side seam. Be 
fore reaching the forming and clinching, or 
Sea-il-closing mechanism, one of the edged 
ends 15 of the blank 14 must be treated 
either with a soldering flux or With a cement 
coin pound, which it is the purpose of the 
present invention to perform automatically 
and in appropriate timed relation to the 
feeding hovement of the blanks 14. 

Accordingly, fix in position a suitable 
frame member 20 carrying a nozzle member 
21 one end of which is provided with the 
holder elements 22 fitted with the nozzle 
tip 23 having its discharge orifice 24 (Fig 
use 3) presented in position to discharge 
along the path of feeding movement of one 
of the edged ends 5 of the blanks. The 
nozzle is provided with a connection 25 with 
any suitable source of air, and also with a 
connection 26 with a source of cement or 
soidering flux material, preferably main 
tained under pressure. The flow of com 
pressed air through the nozzle member is 
controlled by means of a needle type of 
Valve 2 arranged longitudinally within 
the nozzle member 21 and co-operating with 
a valve seat 28 at the inner end of the dis 
charge passage 24 (Figure 3). The flow of 
liquid cement or flux material is controlled 
by means of a similar type of needle valve 
30 co-operating with a valve seat 31 which 
communicates by Way of a clean-out passage 
32 and by-pass passage 33 with the discharge 
passage 24, suitable clean-out plugs 35 being 
mounted in the holder element 22 at oppo 
site sides of the valve seat 31 for convenience 
in keeping the seat and passages 32 and 33 
free of any obstructing particles. 
The stems of the valves 27 and 30 project 

out through packing glands 36 in the end 
of the nozzle body 21 and are adapted to be 
actuated longitudinally and simultaneously 
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by means of a valve operating lever 37 the 
intermediate portion of which is provided 
with an arm 38 pivotally mounted at 39 in 
a bracket 40 projecting fi’om one face of 
the frame 20. The connection between the 
valve stems and the operating lever 3 is 
by means of nuts 41 having convex surfaces 
engaging in similarly curved recessess in 
opposite faces of one end of the lever 37, 
as clearly shown in Figure 3, thus permit 
ting suitable adjustment of the lever 37 
relative to the valves, as well as requisite 
pivotal movement between these parts. The 
connection between the level 37 and the 
valve stem 30 further comprises a light coil 
spring 43 engaging between a nut 44 on the 
stem of the valve 30 and a collar 45 l'est 
ing against one face of the lever 37 whereby 
the thrust of the lever in closing the Valve 
30 is in parted through the spiring 43, and 
thereby compensates for any difference in 
travel necessary for simultaneously closing 
the valves 30 and 27. 
The other or real end of the valve Operat 

ing lever 37 is connected with a tie bolt 47 
which is formed with a reduced portion 48 
fitted with a coil spring 49 retained in place 
between two Washers 50 and 51, the latter 
being retained on the bolt by means of a 
nut 52: the other end of the tie bolt 4 i 
pivotally connected, as represented in Fig 
ure 3, with the free end of a caim actuated 
arm 54, the other or forward end of which 
is pivoted, as indicated at 55, where the 
arm 54 is connected integrally with a cam 
engaging arm 56 (see Figures 1 and 6). This 
arm 56 is provided with a cam lug 57 
which is maintained in engagement with the 
cain surface 58 of a can element 59 hounted 
on a shaft 60 supported in bearings 61 car 
ried by the frame 20, said shaft being also 
equipped with a sprocket element 62 or other 
drive member designed to be continuously 
actuated from the drive mechanism of the 
machine Mounted at one side of the can ele 
ment 59 is a second cam member 64 also hav 
ing a cam surface 65 engaged by a can lug 
66 rigid with the rear end of the valve op 
erating lever 37. Each of the calm members 
59 and 65 is adjustably secured, as by means 
of the screws 67, to the shaft 60, thus per 
mitting of suitabie adjustment of such cam 
members to vary the time of operation of the 
lever 37 and arm 54. as required by differ RS 

ent sizes of blanks 14. Between the rear end 
of the fixed blacket projection 72 and a 
finger 70 formed on and projecting rear 
Wardly from the intermediate portion of 
the valve operating lever 37 is another coil 
spring 71, slightly weaker than the coil 
spring 49, and adapted to actuate the lever 
37 in a direction necessary for closing the 
valves 27 and 30, as hereinafter explained. 
In operation, the timing mechanism for 

the actuation of the valves, and comprising 
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ihe cams and connections therefrom, is so 
designed that the opening of the valves 
takes place as one side of the bank 14 comes 
opposite the discharge passage 24 of the 
nozzle, and the closing of the valves takes 
place as the opposite side of the blank comes 
opposite said discharge passage 24. The 
opening of the Valves is simultaneously ef 
fected by the dropping of the cam lug (36 
of the lever 37 off the high point (35 of the 
can member 64 (see Figure 5), whereby the 
level 37 is released to the expansive action 
of the spring 49, and thereby quickly 
Snapped in a direction (that is, counter clock 
wise direction in Figure 3) necessary for 
sinutaneous opening of both valves. This 
action is represented as having taken place 
in Figures 3 and 5; as the operation pro 
ceeds, with the cam elements 59 and 64 
continuing to rotate in the direction of the 
ar'OWs shown in Figures 5 and 6, the cam 
lug 57 drops off the high point, 59 of the 
cam surface 58 (Figure (3), which allows the 
Spring 49 to expand slightly further until 
the washer 50 engages the shoulder 47, 
thereby relieving the lever 37 from the pres 
Suite of Said spring. The spring 71 is now 
free to act, and immediately imparts a quick 
l'ocking movement to the lever 37 in the op 
posite direction, necessary for effecting a 
quick closing movement to both valves 27 
and 30, this involving a simultaneous move 
ment of the arm 54 and ever 3 in the same 
direction, or to the left in Figure 3. 
The remaining contour of each of the can 

surfaces 58 and 65 is simply that necessary 
for restoring the parts to their initial posi 
tion, and with the spring 49 under tension 
between the washer 51 and the end of tile 
lever 37. and the washer 50 out of engage 
ment with the shoulder 47 of the hot 47. 
Following this, the further operation is sim 
ply a repetition of the fo'egoing, for each 
blank 14 fed by the conveyor 10-12. 

It will thus be seen that I have provided 
a practical and efficient device for carrying 
out the desired objects of the invention, 
and while have illustrated what I now re 
gard as the preferred form of construction. 

desire to reserve the light to make all 
such changes which may fairly fall within 
the scope of the appended claims. 
What claim is: 
1. In a can making machine, the combi 

nation of blank feeding means, a nozzle 
having its discharge point in the path of 
One edge of the blank, air supply means 
and a liquid supply means connected with 
said nozzle, separate valves controlling the 
flow of said air and liquid through said 
nozzle, and means for automatically actu 
atting said valves in timed relation with 
said blank feeding means for starting and 
stopping the flow through the nozzle at the 
opposite sides, respectively, of the blank 
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as the latter passes beneath the discharge 
point of the nozzle. 

2. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
one edge of the blank, valve means for con 
trolling the flow through said nozzle, and 
automatic means for actuating said valve 
means with a snap action to start and stop 
the flow through the nozzle at the opposite 
sides, respectively, of the blank as the lat 
ter passes beneath the discharge point of 
the nozzle. 

3. In a can making machine, the com 
bination of blank feeding means, a nozzle 
having its discharge point in the path of 
one edge of the blank, valve means for con 
trolling the flow through said nozzle, and 
automatic means for actuating said valve 
means with a snap action and in timed re 
lation to said feeding means, and including 
means permitting adjustment of said auto 
matic means to time the operation thereof 
to accommodate different widths of blanks. 

4. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
one edge of the blank, valve means for 
controlling the flow through said nozzle, and 
automatic means including spring elements 
for imparting quick valve opening and clos 
ing movements to said valve means, and 
cam elements for timing the operation of 
said spring elements. 

5. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
one edge of the blank, valve means for con 
trolling the flow through said nozzle, and 
combined spring and cam elements opera 
tive to impart quick valve opening and clos 
ing movements to said valve means, said 
cam elements being adjustable for varying 
the time of operation of said valve means. 

6. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
one edge of the blank, valve means for con 
trolling the flow through said nozzle, and 

combination spring and cam means for con 
trolling said valve means and including 
separate spring elements for imparting 
quick valve opening and closing movements, 
respectively, to said valve means. 

7. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
One edge of the blank, a valve controlling 
the flow through said nozzle, a valve oper 
ating member having a pair of springs 
adapted to impart quick movements to said 
member in opposite directions to open and 
close the valve, respectively, and continu 
ously operating cam means controlling said 
valve operating member and operative to 
release the latter alternately to the action of Said springs. 

8. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
One edge of the blank, a valve controlling 
the flow through said nozzle, a valve oper 
ating member having a pair of springs 
adapted to impart quick movements to said 
member in opposite directions to open and 
close the Valve, respectively, and independ 
ent adjustable cam elements operating con 
tinuously to control said valve operating 
member and time the movements thereof al 
ternately in response to the action of said 
Spl’Ings. 

9. In a can making machine, the combi 
nation of blank feeding means, a nozzle 
having its discharge point in the path of 
One edge of the blank, air supply means and 
a liquid supply means connected with said 
nozzle, separate valves controlling the flow 
of said air and liquid through said nozzle, 
a valve operating member for simultane 
ously actuating said valves, and continu 
ously operating spring and cam means for 
timing the operation of said member and 
imparting quick valve opening and closing 
movements thereto. 
In witness whereof I hereunto affix my signature. 

DEWEY C. HANSEN. 
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