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This invention relates to the meth(;d of and
apparatus for preparing and for applying
hood caps to bottle heads while such caps are

_ in a condition to be molded under the bottle

head rims, and for pre-treating said caps to

reduce the same to such condition; and the -

objects and-fiature of the invention will be
readily understood by those skilled in the art
in the'light of the following explanations of
10 the method followed and of the accompany-
ing drawings that illustrate what we now be-
lieve to be the preferred mechanical expres-
sions or embodiments of our invention from
among other constructions and arrangements

16 within the spirit and scope thereof, - .
“An object of the invention is to provide
efficient and improved apparatus for and
~method of treating hood caps for container
heads (hood caps that embody a binder ren-
20 dering the cap skirts or the securing portions
of the cap skirts hard or stiff at atmospheric
temperatures and soft or moldable at higher

temperatures) to render such caps moldable,

. and to apply such moldablé caps to the heads
25 of containers for ultimate securing thereon
" by molding and permitting the cap skirts to
set under the exterior rims or securing shoul-
ders of such heads. o T
 With this and other objects in view, the in-
30 vention consists in certain novel steps of the
method and. in features.in construction and

in combinations and in arrangements as more

fully and particularly set forth and specified.

_ hereinafter. : ) .
35  Referring to the accompanying drawings
forming a’part hereof :— .
" TFig.1is a vertical section showing in part
- and more or less diagrammatically apparatus
. embodying our invention. A
40 TFig.2isasideelevation, parts being broken
away. ’ : » )

Fig.3isa horivzbntal'secﬂtion, dotted lines

indicating a container at’the hood cap. re-
ceiving station. - oo :
- Fig. 4is'a detai! vertical section of a por-
tion of the apparatus for feeding and sepa-
rating hood caps from the supply magazine
-for delivery to the treating chamber. A
Fig. 5 is a detail horizontal section taken
on the line 5—5, Fig. 4. =~ ./

Fig. 6 is a detail top plan of a portion of
the slide-way and feed for the containers,
leading to the station at which the containers
successively receive moldable flaring skirt
hood caps. : '

Fig. 7isa
tion of the container slideway and feed
mechanism of Fig. 6. o

The hood cap disks a, are produced in flar-
ing skirt form usually-from suitable flexible

' . bb
detail front elevation of a por- -
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sheet material, preferably fibrous material,

such as suitable paper material, pulp board
and the like, although we do not wish to so
limit our invention. B _
To render these cap disks self-securing on
container heads or mouth portions, each cap
disk embodies a suitable so-called binder such

as a substance or composition that causes the

portion of the cap disk carrying the same.

/

to remain set and stiff or rigid at atmos-
"pheric temperatures, and to become soft or
moldable when more or less highly heated,
and to more or less quickly cool and set to
rigid form. Usually, the sequring portions
a’, of the cap disk skirts embody an impreg-
“num of suitable binder. - - S
The flaring formation of the cap disks per-
mitsmesting of the cap disks (see Fig. 4) for
shipment and handling, and also, facilitates
the application of the cap disks to the con-
tainer heads. .~ ' -
The moldable cap .disks are exteriorly ap-
lied to container heads with their annular
laring-skirts depending around the exteriors
. ther'eof so that a gathering and compressing
implement or tool can radially and circum-
ferentially compress the hot skirts against the
container necks. and. mold the same thereto
beneath the container head rims, and thus
hold the skirts until they set in rigid secur-
ing form. o ’ C
The problem -is to handle the_units or
stacks of nested caps having the stiff binder
carrying ﬂarit}ng skirts, and separate the caps
_successively
caps successively, or one by one, onto the con-

tammer heads in moldable condition;. in such

manner that the operation of molding the cap
! skirts on the container heads can then be per-
formed. : . '

rom ‘the units, and deliver the
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In the particular example illustrated, the
stacks or units of nested hood caps @, are in-
troduced into a guide tube or feed way 1, in

. inverted form i. e. with the flat closed ends
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of the caps down and the cap skirts extending
upwardly. In the form shown, the feed way
1, leads downwardly and is of such internal
dimensions that the units of inverted nested
caps, preferably, slide down freely through
the feedway by gravity.

This feedway 1, leads down to and forms
an upward continuation of an elevated ver-
tical magazine or tube 2, suitably supported

in upright position, as by arm or bracket 3.

This magazine tdbe is open at its upper and
lower ends and interiorly unobstructed, in
such manner that a unit of inverted nested
hood caps will drop thereinto from feedway
1, and assume the vertical position and move
by gravity freely down in the magazine as
caps are removed from the lower end of the
unit projecting below the magazine. .

The column of nested caps @, is upheld in

and preferably projecting downwardly from

the open lower end of the magazine, by any

suitable means. For instance, for this pur-
pose, we show radially flexible or yielding
fingers 4, depending from the lower end of
the magazine and at their lower ends spring-
ing inwardly to exteriorly engage the up-
wardly flaring skirt of the bottom cap of the
stock, said bottom cap being located below
the magazine, and uphold the stock of caps in
the magazine. These fingers 4, are, in this in-
stance, formed by the radially-inwardly
springing lower ends of vertical thin metal
strips arranged at the exterior of the maga-
zine, and held thereto in vertical adjustment

. by a contractile spring ring 5, although we
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do not wish to so limit our invention.
Means are provided to successively sepa-
rate the bottom caps from the stack and re-
move the same from the restraining and sup-
porting fingers 4. . For instance, a pair of
opposite cooperating rotary flexible wipers
6, are shown for this purpose, carried by ro-
tary shafts 7, mounted in a suitable frame
work 8, and actuated and geared together by
and through a suitable train of spur gearing
9, to simultaneously rotate in opposite direc-

tions.

. 65

b

The shafts 7 are parallel and horizontal
and arranged at opposite sides of the lower
end of the stack of caps that depends from
the magazine 2, and the wipers or gripping
fingers 6, are secured to and project radially
from shafts 7, in such manner as to simulta-
neously mqve inwardly and downwardly into
cooperative, gripping engagement with di-
ametrically opposite portions of the upward-
ly directed skirt of the bottom cap of the
stack, and to separate said cap from the stack
and force the same downwardly therefrom,
*as the fingers continue on their downward
movement, and to then drop the cap as the

1,857,075

fingers move downwardly and outwardly, on
the continued opposite rotation of the
shafts 7.

In the example shown, each finger 6, is com-

posed of a strip of elastic or flexible fric-
tional material, such as a sheet or block com-
posed entirely or in part of rubber or equiva-
lent material, at one end clamped to its shaft
7, to provide the radially projecting flexible
hood cap gripping free end. Each shaft 7,in
this instance, embodies a clamp 7a, by which
the finger 6, is rendered radially adjustable
and renewable. -

The shafts 7, and fingers 6, are so arranged
that the fingers 6, in their revolutions clear
the cap upholding fingers 4 and the magazine
2, and on each complete revolution of the
shafts 7, the two fingers cooperate in sweep-
ing or wiping the bottom cap from the stack,
and then vertically dropping such individual
cap while still in its reversed position.

Any suitable means is provided to recive

. the caps dropped or delivered by the fingers

6, and to deliver such caps successively to a
chamber wherein the caps are prepared for
application to the container heads. For in-

_ stance, we show a vertically elongated ap-

proximately-closed oven or heating chamber
or enclosure 10, carried by any suitable sup-
ports such as 11, and heated in any suitable
manner or by any suitable means to maintain
the desired temperature within the chamber
necessary to reduce the binder carrying por-
tions of the cap skirts to a soft or moldable
condition. If so desired, electrical resistance
heating units 12, can be arranged within the
treating chamber 10, for maintaining the re-
quired temperature therein, and if so desired,

“the enclosure can be provided with au insulat-

ing coating 13, to conserve heat and reduce
heat exchange. However, we do not wish to
limit our invention to the employment of elec-
trical heating means and insulation.

In the example shown, the cap magazine
2, is arranged to one side of the chamber en-
closure 10, and elevated above the level of the
lower end of said chamber, and an open-top
chute or hopper 14 extends upwardly and lat-
erally at an inclination from the lower por-
tion of the oven or chamber 10, where it opens
thereinto, and is arranged with its open top
below the magazine % and circular paths of
movement of fingers 6, to receive the hood
caps dropped by said fingers.

uitable guides or deflectors 15, are pref-

erably arranged at the open top of said chute’

to prevent rolling or overturning of the caps

“that fall by gravity from the fingers and into

the chute, so that each cap dropped by the
fingers 6, will enter the cap in inverted posi-
tion (with its skirt upstanding) and by

-gravity slide down the chute with its skirt

upstanding and in this position enter the
lower end portion of the heating chamber,
and slide thereinta from the chute and onto
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one of the upwardly travelling platforms-or
cap holders of an endless tr avelhng conveyer
16, arranged longitudinally of and within the
ho.xtm«r chamber 10.

In the exa mple shown, a suitably supported
and driven shaft, 17, extends transversely
through the lower portlon of the heating
chamber 10, and a suitably supported idler
shaft 18, e\tonds transversely through the
upper ponlon of said chamber 10 and these
shafts carry suitable pulleys by which the
endless vertical conveyer 16 1s supported and
driven in such manner that the vertical ply
of the conveyer adjacent to chute 14, moves
upwardly and the opposite vertical ply of the
conveyer moves downwardly. The conveyer
belts or chains carry and are provided
with an endless series of outwardly project-
ing flat spaced inclined cap supporting
buckets or platforms 19, preferably so ar-

ranged that the platforms at the elevating
side of the conveyer incline outwardly and
upwardly while those at the descending side
of the conveyer incline outwardly and down-
wardly. The stralght vertical longitudinal
wall portion 10a, of the chamber 10 is pref-
erably arranged to co-operate in rétaining
the caps on the downwardly inclined buckets
on the descending side of the conveyer. The
arrangement of platforms is such that the
cap dropped onto chute 14, in inverted posi-
tion, will thus slide dewn the chute and onto
one of the platforms 19, located at the lower
end of the elevating side of the conveyer
and just at or below the lower end of the

- chute 14 at the entrance. opemng into cham-
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ber 10.

The conveyer is provided with 4 O'reat
multiplicity of cap holders or platforms s0
that a great nuuber of caps will be always
held in the heating chamber 10 under treat-
ment, and the arrangement. is such that each
cap will be moved from the bottorm to the
top of the chamber and from the top approxi-
mately to the bottom again, before being dis-
charged as in condition for apphcatlon toa
container head for molding thereon.

The conveyer is actuated to advance step
by step, each step forward being equal to ap-
proximately the distance between the uni-
formly spaced platforms or cap carriers, and
the advancing movements of the conveyer
are timed with the cap delivering movements
of the fingers 6, so that an unoccupled plat-
form 19 will always be in position to receive
an inverted cap delivered to chute 14.

The conveyer receives the caps one by one,
one cap to a platform and delivers the heat-
ed moldable caps one by one, on each con-
vever advancing step an inverted cap is re-
cerved and a~hot cap right side up is dis-
charged. )

"For ease in feeding and separation from
the unit or stack of nested caps, the caps are

+ delivered to the conveyer upside down or in

3

inverted position, but the caps must be right
side up when applied to the containers. The
conveyer 16 performs the function of invert-
ing or reversing the caps during the heat
treatmg process.

The heating chamber and conveyer also

provide for cap drainage in the event that

any cap carries a sur lus quantity of binder,
particularly as a surface coating. The tem-
perature in the chamber 10, is maintained at,
or possibly dbove, the meltlng point of the
binder carried by the skirts of the caps, and
hence surplus binder on the surfaces of the

caps that is not absorbed when it becomes
fluid, by the paper or other material of the
caps, will drain from the cap skirts particu-
larly when the caps are in upright positions
on the descending side of the conveyer after
the caps have been subjected to the high tem-
perature in the heating chamber for a period
of time long enough To reduce surplus ex-
terior binder to the fluid condition.

The caps on’the platforms of the ascend-
ing side of the conveyer, tend to slide in-
wardlv toward the conveyer belts by reason
of the inclination of the platforms, and the
caps are turned over or inverted with and
by the platforms as they pass over the top
pulleys and successively start down the de-
scending side of the conveyer, and during

this tnrnmrr over or cap reversmo' movement‘

each cap tilts from the platform that ele-
vated it onto the platform that preceded it.

The descending platforms 19, incline
downwardly and outwardly so that the de-
scending caps in upright poqtlons with their
lower ed«res of their skirts resting on the
upper surfaces of the platforms, tend to slide
outwardly on the platforms against the guide
wall 10a, which serves as a stop and guide
wall retfumn«r the caps on the descending
platforms

Each descending cap is thus retained, until
it reaches the cap discharge or outlet 20 at
the lower end of the Wall 10a, and at the
lower portion of the heating chamber. As
each descending platform moves down past
discharge 20, the cap on said platform, re-
lieved of the restrain of wall 10a, will shoot
or slide forwardly through said discharge
by gravity.

The discharge 20, is formed by the inlet
or open upper end of a cap chute 21, that
opens into the chamber 10, and inclines down-
wardly and forwardly therefrom and em-
bodies a smooth floor down which the bot-
tom edges of the cap skirts can freely slide
as the caps descend through the chute by
gravity while maintained in upright or skirt
depending position. The chute floor is pref-

erably fixed or stationary, and at its lower or

cap discharge end terminates at the cap ap-
plying station and immediately above the
top edge or head of a container ¢, advancing
to cap receiving position.
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The lower or.discharge end of chute 21,
terminates above a feed or slideway along
which the bottles or other containers ¢, to be
hood capped, are advanced. The lower or
discharge edge of the floor of the chute 21,
terminates just above the level of the top
edges of the bottle heads so that said heads

will clear said edge as they pass forward -

thercunder.

The chute 21, is provided with an upward-
ly-yieldingly and overhanging top wall and
cap stop 22, under which the cap slides down

the floor of the chute and by which the cap.

is held in an inclined position extending
downwardly and forwardly beyond the lower
end of the floor of the chute (Ifig. 1) while
partially supported by said floor and with

~ 1ts lower front portion extending down into
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the path of movement of the head of the
bottle to be hood capped. The open or under
side of the cap is thus held facing the head
of the advancing bottle, so that the bottle
head will enter the inclined cap, and as the
bottle advances, the front side of the bottle
head will strike the rear or inner side of the
front portion of the cap skirt and force the
cap forwardly, Lifting the chute wall and
stop 22, and permitting the cap to free itself
from the chute and drop into proper position
on and covering the bottle head.

The fixed side or edge walls of the chute
21, aid in holding the cap properly posi-

tioned to receive and tilt or drop onto the

advancing bottle head, and the short stop
or lip 22a, depending from the advanced
overhanging end of the vertically yielding
or swinging wall 22, also aids in holding the
cap in the desired inclined downwardly pro-
jecting open position and in causing the cap
to tilt or drop in the desired position on th

head of the advancing bottle. :

The vertically yieldingly chute wall 22
that carries stop 22a, normally maintains its
normal lower position by gravity,.or if so
desired by spring pressure, and is hinged at
2956, for vertical hiting of its free end and
stop 22a under the forward pressure of the
advancing bottle head, to free the cap, after
which said wall drops back to normal posi-
tion, as shown by Fig. 1.

In Figs. 6 and 7, we show a slideway 25,
along which filled bottles ¢, ready for hood
capping can be advanced step by step from
any suitable bottle filling and disk capping
machire, to the hood capping position. For

_instance, we show a slide 26, reciprocatory

longitudinally of the slideway, and provided
with a series of bottle engaging and advanc-
ing pivoted ratchet fingers 27. These fingers
are pivoted and spring held to swing to the
left (with respect to Fig. 6) and slip past
bottles as the slide moves to the right and
spring to operative position behind the
bottles and thus advance the bottles a step

> when the slide moves a stroke to the left.

1,857,075

This is a common construction and will be
understood by those skilled in the art.

In the particular example illustrated, the

bottle feed slide is reciprocated by pitman
28, having crank or eccentric connection with
suitable driving means, such as gear 29, driven
by motor 30. '

After the conveyer in the heating chamber
has been loaded with hood caps, it is desirable
to feed caps thereto and deliver moldable
caps therefrom to chute 21, only as bottles
are presented at the hood capping position
for capping, hence we preferably provide
means for advancing the cap heating and re-
versing conveyer and the initial cap feeding
fingers 6, only when a cap is required for
capping a bottle, and then only to feed one
cap and advance the conveyer one step.

For this purpose, we provide a step by step
normally inoperative drive for the conveyer

and drive the fingers 6, from this normally

inoperative drive, and provide means to
render said drive operative only when a bot-
tle is at or approaching the hood cap re-
celving position along the bottle feed or slide-
way 25. y

In the particular example illustrated, we
show the gearing 9, for operating the fingers
6, actuiited by spur gear 81. This spur gear is
driven by sproc]i;et chain 32 driven by the con-
veyer drive shaft 17.

The conveyer drive shaft 17, is provided
with and driven a step forward at a time, by
ratchet wheel 33. » o

The ratchet wheel 33, is advanced, a tooth
at a time, by spring pawl 34, pivoted to and
carried by arm 35, swinging vertically on axis
17, as a center. '

. The swinging arm 35 is oscillated on its
operative and return strokes by pitman 36,
having eccentric operative connection with
gear wheel 37, continuously actuated by
motor 30. _

The gearing arrangement from shaft 17
to the fingers 6, is preferably such that the
fingers 6 will perform & complete revolution
and then come to rest, on each forward step
of the ratchet wheel 83, and on each forward
step of the conveyor in the heating chamber

‘which should normally result in the reception

of a cap by that conveyer and the discharge
of a moldable cap from the conveyer.

In the arrangement shown, the gear 87,
is continuously rotating and the arm 385, car-
rying the pawl 34, is continuously oscillating
vertically, but provision is made for normal-
ly holding the pawl 34, from operative en-
gagement with the teeth of ratchet wheel 33.

Various devices can be provided for this pur- -

pose, although we show a stop arm 38 that is
normally held elevated to engage a pin 34a,
rigid with and projecting laterally from pawl
34, and te thereby hold said pawl from opera-
tive engagement with the ratchet wheel 33 on
the operative strokes of the pawl.
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In the particular example illustrated, pro-
vision is made for permitting the step by step
operation of the cap carrying and heating
elevator, only when a bottle is present at the
bottle hood capping station, and hence we
provide at that station a bottle detector which
1s operatively coupled to the stop or pawl ele-
vator 38 to control the position thereof, and
which detector is operatively moved by the
bottle at said station to throw the stop 88
from operative pawl lifting position, and
hence permit operation of the pawl to actuate
the cap elevator and feed fingers 6.

The bottle detector embodies horizontally
swingable finger 40 arranged with its free
end projecting into the path of the Lottles
advancing along bottle feedway 25, and ar-
ranged at the bottle hood capping station
and below the cap discharge end of the chute
21. This finger is carried by and projects
radially from upright rock shaft 41. Vertical
shaft 41 is provided with crank or radial arm
42, having push and pull link connection 43
with a radial lug rigid with the oscillatory
pawl lifting stop 88. A’ spring 44 is con-
stantly acting on vertical rock shaft 41 to
yieldingly hold the finger 40 at its limit of
rearward movement across the bottle path,
and the pawl elevating stop 38, at its limit
of upward movement in normal pawl elevat-
ing or disengaging position.

When a bottle ¢. 1s advancing to the hood
cap receiving position, the finger 40 is engaged
and swung forward by the advancing bottle
(see Fig. 6) against the tension of spring
44, and the stop 38 is thereby depressed from
its pawl detaching position and is thus held
until the bottle slips past finger 40, allow-
ing the spring to return said finger and the
stop 38 to their normal positions, so that the
stop 88 can prevent further operation of the
cap elevator pending arrival of another bot-
tle at the bottle capping station.

While the finger 40 is held in advanced or
forwardly swung position by the bottle ap-
proximately at the bottle capping station,
the pawl 34 is in operative relation to the
ratchet wheel 33 to advance the cap elevator
and parts operating therewith.

It is evident that various changes, modi-
fications and variations might be resorted to,
that features might be omitted and parts
added, all without departing from the spirit
and scope of the invention, and hence we do
not wish to limit the invention to the approxi-
mately precise disclosures hereof.

What we claim is:—

1. In hood capping machinery, in ~ombi-
nation. a heating oven; mechanism for carry-
ing and simultanecously exposing to the heat
of said oven a plurality of paper material
hood cap disks provided with a hinder. to
render them moldable while advancing a pro-
cession of said disks and successively dis-
charging moldable disks for delivery at-a

5

hood capping station; means for delivering
hood cap disks one at a time from a supply to

said mechanism as moldable disks are dis-.

charged therefrom; mechanism for advanc-
ing a succession of containers to be hood

70

capped successively at said hood capping sta- -

tion in timed relation to the disk delivering
operation of said means, whereby each con-
tainer and a moldable hood cap disk will be
brought together at the hood capping station;
and a container detector controlling the disk
delivering operation of said means.

2. In hood capping machinery, in combi-
nation, mechanism for advancing from a sup-
ply a succession of spaced separated plastic
hood cap disks rendered temporarily mold-
able by heat and for successively delivering
temporarily moldable hood cap disks at a
hood capping station; means for simultane-
ously heating a plurality of said spaced disks
while advancing to constantly ‘maintain a
plurality of the advancing disks moldable;
mechanism for advancing a succession of con-
tainers to be hood capped and successively
delivering the same at said hood capping sta-
tion in timed relation to the moldable hood
caps received in succession at said station,
whereby cach container will meet at said
station a temporarily moldable hood cap disk
predestined therefor. =

3. In combination; a heating oven; a con-
veyer for advancing a plurality of binder
carrying paper material hood cap disks and
simultaneously subjecting the same to the
heat of said oven to render them temporarily
moldable; means for successively delivering
hood cap disks to said conveyer; and mecha-
nism whereby temporarily moldable hood cap
disks are successively delivered from said
conveyer to a hood capping station in the
order in which said disks were delivered to
said conveyer. ,

4. In combination; a heating oven; a con-
veyer for carrying, spacing and advancing a
plurality of hood cap disks in said oven with
their skirt portions exposed to heat thereof
to render the same temporarily moldable;
means whergby temporarily moldable disks
from said conveyer are successively delivered
in a moldable condition at a container hood
capping station; and a feeder for successive-
ly delivering hood cap disks to said conveyer
in timed relation to the discharge of moldable
disks therefrom.

5. In combination; a heating oven; a rotor
traveling therein and provided with an end-
less series of hood cap disk pockets; a feeder
for successively delivering hood cap disks to
said pockets; and means for successively dis-
charging hot disks from said pockets for
delivery at a hood capping station.

6. In combination; a rotor having a series
of spaced hood cap disk pockets; means to
subject the disks in said pockets to heat to
render them moldable; means to successively
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deliver hood cap disks to successive pockets;
and means to successively deliver at a hood
capping station temporarily moldable hood
cap disks from said pockets.

7. In combination; a rotor having an end-
less succession of hood cap disk pockets; a
heating oven in which each pocket travels
approximately throughout a complete revolu-
tion of the rotor whereby approximately all
of the pockets are constantly in the oven;
means to successively deliver hood cap disks
to said pockets in succession at one end of
the oven with the disk skirts in the pockets
exposed to the oven heat; and means to suc-
cessively discharge said pockets as they ap-
proximately reach the other end of the oven
for successively delivering temporarily mold-
able hood cap disks right side up at a hoed
capping station.

8. In combination; a rotor having an end-
less succession of hood cap disk pockets; a
heating oven in which each pocket travels
approximately throughout a complete revolu-
tion of the rotor whereby approximately all
of the pockets are constantly in the oven;
means to successively deliver hood cap disks
to said pockets in succession at one end of the
oven; and means to successively discharge
said pockets as they approximately reach the
other end of the oven, for successively de-
livering temporarily moldable hood cap disks

" at a hood capping station.

35

9. In hood capping machinery; in combi-
nation; a heating oven; an advancing hood
cap disk conveyer enclosed in said oven for

- advancing and spacing a multiplicity of hood

40

45

50

&5

60

65

cap disks all arranged in the oven in a pro-
cession; said oven having a hood cap inlet;
means to deliver hood cap disks one at a time
through said inlet to said conveyer ; said gven
having a moldable hood cap outlet leading
to a hood capping station; and means as-
suring discharge of moldable hood caps one
by one from said conveyer and delivery there-
of right side up at said hood capping sta-
tion.

. 10. In hood capping machinery; in combi-
nation; a heating oven having a hood cap
disk inlet and adjacent to said inlet having
a moldable hood cap disk discharge leading
to a hood capping station; a rotor having an
endless series of separate hood cap disk hold-
ers travelling in an endless circuit in the
oven, past said inlet and outlet; means to
deliver hood cap disks one by one through
said inlet for deposit each in separate hold-
ers; and means for assuring discharge of
moldable disks from successive holders as
they pass-said outlet.

11. Apparatus for applying non-metallic
flexible sheet material hood caps having flar-
ing skirts, to container heads for contrac-
tion to secured form under the container
head rims; said apparatus including a maga-
zine for a stack of nested non-metaslic sheet
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material flaring-skirted hood caps, said maga-
zine having an outlet for successively dis-
pensing said caps, said stack adapted to ad-
vance in said magazine toward said outlet;
a cap holder adapted to successively receive
said hood caps from said magazine and de-
tachably hold each cap with its open ‘side
down and its flexible skirt depending in-the
path of movement of a container head where-
by such container head eniors and removes
said cap from the holder with the cap cen-
tered on the container head with its flaring
flexible skirt depending around said head;
a feeder for successively removing and strip-
ping said skirted hood caps downwardly from
said magazine outlet; and conveyer means
for successively delivering said caps from said
feeder to said holder incluling a chute down
which said caps slide on the lower edges of
their flexible skirts, and means for positively
advancing successive caps teward said holder.

12. Apparatus for applying non-metallic
flexible sheet material hood caps having flar-
ing skirts, to container heads for contraction
to secured form under the container head
rims; said apparatus including a magazine
for a stack of nested non-metallic sheet ma-
terial flaring-skirted hood caps, said maga-
zine having an outlet for successively dis-
pensing said caps, said stack adapted to ad-
vance 1n said magazine toward said outlet; a

_cap holder adapted to successively receive said

hood caps from said magazine and detach-
ably hold each cap with its open s'de down
and its flexible skirt depending in the path
of ‘movement of a container head whereby
such container head enters and removes said
cap from the holder with the cap centered
on the container head with its flaring flexible
skirt depending around said head; a feeder
for successively removing and stripping said
skirted hood caps downwardly from said
magazine outlet ; and conveyer means for sue~
cessively delivering said caps from said feed-
er to said holder.

13. Apparatus for applving non-metallic
flexible sheet material hood caps having flar-
ing skirts, to container heads for contraction
to secured form under the container head
rims: said apparatus including a magazine
for a stack of nested non-metallic sheet ma-
terial flaring-skirted hood caps, said maga-
zine having an outlet for successively dis-
pensing said caps, said stack adapted to ad-
vance in said magazine toward said outlet;
a cap holder adapted to successively receive
said hood caps from said magazine and de-
tachably hold each cap with its open side

. down and its flexible skirt depending in the

path of movement of a container head where-
by such container head enters and removes
said cap from the helder with the cap cen-
tered on the container head with its flaring
flexible skirt depending around said head;
a feeder for successively removing and strip-
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ing said skirted hood caps downwardly
rom said magazine outlet; and conveyer
means for successively delivering said caps
from said feeder to said holder inclnding a
chute down which said caps slide on the lower

edges of their flexible skirts, and means for

positively advancing successive caps toward

said holder, and for maintaining a procession.

of successive caps, and for stopping and start-
ing the cap delivery by said feeder.

14. In the method of hood capping con-
tainers with plastic hood cap disks; those

steps which include reducing at least the skirt

forming portions of a multiplicity of plastic
hood cap disks to a temporarily moldable con-
dition while maintaining the disks spaced
apart, to establish a supply of such tempo-
rarily moldable disks; advancing such sup-
ply of spaced temporarily moldable disks
toward a hood capping station; and succes-
sively removing temjporarily moldable disks
from said supply and applying the same
while still moldable to the heads of a pro-
cession of containers for contraction and
holding until set to securing form and con-
dition on such heads.

.15. In the method of covering the heads of
containers with binder-carrying hood cap
disks, the binder carrying portions of which
are rendered temporarily moldable by heat
and which set to securing cond’tion on cool-
ing at atmospheric temperatures; those steps
which include maintaining a supply of
binder-carrying hood cap disks in a mold-
able cond’tion while advancing said supply
toward the hood capping position, by-s'mul-
taneously subjecting a multiplicity of such
disks to binder softening heat while moving
such disks forward and maintaining them
spaced apart; and bringing together conta’n-
er heads and successive hot moldable disks
from said supply for contracting the mold-
able disks on the container heads and holding
the same contracted until set thereon.

16. In the method of hood capping con-
tainer heads with non-metallic binder-carry-
ing hood cap disks, the binder carrying por-
tions of said disks being capable of becoming
soft by heat and of setting to securing condi-
t'on on cooling; those steps which include
successively delivering relativelv cool disks
into and subjecting the same to binder sof-
tening temperature in a heating chamber to
accumulate a supplv consisting of a series of
separated hot soft disks in said chamber: ad-
vancing such series of disks in and subject to
the heat of sa’d ‘chamber while keeping the
disks separated; and successively removing
the foremost hot soft disk from said series

' and applying the same to container heads

for contract'ng the same to securing position
thereon ; such relatively cool disks being de-

livered at the rear of said series to replenish

said supply of separated temporarily mold-
able disks.

7 .

17. Apparatus for hood capping con-
tainer heads with plastic hood cap disks, the
skirt forming portions of said disks being
capable of becoming temporarily moldable
by heat and of setting to securing condition
by cooling; said apparatus including means
for ma'ntaining a supply of relatively cool
plastic hood cap disks; means providing a
container head hood capping station for
bringing together a container head and a 75
temporarily moldable hood cap disk for con-
traction and setting in securing condition on
said head; a heating chamber for simultane-
ously subject'ng a plurality of such disks to
temperature for rendering the same tempo- 80
rarily moldable; mechanisin for successive- |
ly delivering said cool disks from said sup-
ply for advancing through said chamber;
conveying means for advancing said disks
through said chamber and simultaneously
carrying a multiplicity of sa‘d disks in said
chamber exposed to the softening tempera-
ture thereof to accumulate a supply of disks
therein in a moldable state; and means for
successively presenting the foremost tempo-
rarily moldable disks from the series of disks
in sa1id chamber to said means providing said
container head hood capp’ng station.

18. Apparatus for hood capping container
heads with binder-carrying hood cap disks, 95
the binder carrying portions of said disks be-
ing capable of becoming moldable by heat
and of setting to securing condition by cool-
ing; said apparatus includ’ng; a magazine.
for a supply. of relatively cool binder-carry-. 100
ing hood cap disks; a heating chamber for
subjecting such disks to temperature for ren-
dering the same temporarily moldable and
for thus maintaining a supply of such disks;

a movable carrier for simultaneously hold- 105
ing a series of said d’sks in said chamber for
softening and to maintain therein a supply

of moldable disks; a feed for successively de-
livering relatively cool disks from said mag-
azine to said carrier; means for delivering 110
temporarily moldable disks one at a time
from said carrier for application to container
heads at a hood capping station for contract- .
ing and securing onsaid heads: and actuating
transmissions.

19. Apparatus for hood capping container
heads with binder-carrving hood . cap disks,
the b'nder carryving portions of said disks be-
ing capable of becoming moldable by heat
and of setting to securing condition by cool- 120
ing: said apparatus including; a magazine
for a supply of relatively cool binder-carry-
ing hood cap disks; a heating chamber for
subijecting such disks to temperature for ren-
dering the same temporarily moldable and 125
for thus mainta‘ning a supply of such disks:

a movable carrier for simultaneously holding
a series of said disks in said chamber for
softening and to maintain therein a supply
of moldable disks; a feed for successively 130
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delivering rélatively cool disks from said

magazine to sald carrier; means for deliver-
ing moldable disks one at a time from said
carrier for application to container heads at
a hood capping station for contracting and
securing on said heads; said carrier includ-
ing means to simultaneously advance a suc-
cession of spaced-separated disks and suc-
cessively discharge the foremost disks and
to receive cool disks to keep up the succes-
sion; means for moving said carrier to ad-
vance the series of disks in the chamber; and
actuating transmissions. ‘

' 20. Apparatus for hood capping container
heads with plastic hood cap disks, the skirt
forming portions of said d’sks becoming tem-
porarily moldable under the necessary con-
ditions and setting to securing form on cool-
ing; said apparatus including devices for
successively presenting containers at a hood
capping station ; means for presenting a tem-
porarily moldable hood cap disk to the head
of the confainer at said station for contract-
ing and setting thereon ; a conditioning cham-

ber-for conditioning said disks to a tempo-

rarily ‘moldable condition; mechanism for

simultaneously carrying and advanc'ng a

multiplicity of said disks in said chamber
and for successively delivering moldable
disks to said means; a magazine for a supply
of relatively cool disks; feed means for de-
livering cool disks one at a time from said
supply to said mechanism; actuating trans-
mission ; and container detector means actu-
ated by each container advancing toward
said station and controlling the operative
connection between said transmission and
said feed means to cause said feed means to
deliver a cool disk for each container to reach
said station. = :

21. In the method of exteriorly -covering
the heads of containers with plastic hood caps
having depending skirts, those steps which
include arranging a stack of skirted plastic
hood caps in reversed position with their
skirts extending upwardly to facilitate the
free downward feeding of the caps gvithout

‘tending to spread the skirts thereof; succes-

sively removing the reversed bottom caps
from said stack and conveying the same to a
container capping position while turning the
cap over and delivering each cap right side
up with its skirt depending, subjecting said
caps to conditions that render their skirts

temporarily moldable, and bringing together

the caps in a temporarily moldable condition
while right side up and the container heads
to exteriorly cover said heads preparatory to
molding to secured condition thereon. .

99. Tn the method of covering the heads of
containers with flexible sheet material hood

caps having flaring skirts carrying a binder -

whereby said skirts are rendered moldable by
heat and capable of setting to securing condi-

3 tion on cooling on the container heads; those

1,857,075

steps which include assembling a multiplic-
ity of said caps in spaced relation in succes-
sion in a chamber wherein such multiplicity
of caps are subjected to heat to render their
skirts moldable and to ma’ntain a supnly of
moldable caps; advancing such succession of
caps in said chamber while maintaining the
caps spaced apart, successively delivering
moldable caps therefrom with their skirts de-
pending to container heads and molding and
holding the same contracted thereon until
sat to securing condition; and successively
delivering caps to be rendered moldable to
said succession in said chamber to replenish

‘the cap supply therein.

98. Apparatus for exteriorly covering con-
tainer heads with plastic hood caps having
depending flaring annular skirts, said appa-
ratus embodying a feed and holding maga-
zine for and adapted to uphold a stack of said
skirted hood caps in reversed position with
their skirts extending upwardly, said maga-
zine adapted for the free downward feeding
of the stack of raversed hood caps to a dis-
charge mouth; said apparatus providing a
station, at which successive container heads
and successive hood caps right side up with
their skirts depending and temporarily mold-
able are brought together; mechanism in-
cluding cap reversing means for successively
withdrawing reversed hood caps through
said discharge mouth and conveying said
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caps to said station while turning sa‘d caps -

over and delivering the same right side up at
said station ; and conditioning means for sub-
ject'ng said caps to influences to render their
skirts temporarily moldable, whereby the cap
skirts will be in a temporarily moldable con-
dition when the caps are delivered right side
up.

24. A magazine having an open discharge
mouth, said magazine adapted to reczive a
stack of nested binder-carrying paper hood
caps in reversed position closed end foremost
and to feed the same toward said mouth as
caps are successively removed therefrom,
means being provided to support the caps in
said magazine with the end cap accessible at
said mouth for stripping from the stack and
said means and withdrawal from said mouth;
in combination with hood cap transferring,
reversing and discharging mechanisms for
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successively pulling and stripping the end = -

caps of said stack therefrom and from said
means and removing the caps from said
mouth and turning the caps over and dis-
charging the same rightside up in bettle
hood capping position; and means acting on
said caps after leaving said magazine and
before being discharged right side up, to ren-

120

125

der the binder carrying portions of the caps

temporarily moldable, whereby each cap dis-
charged is temporarily moldable for hood
capping. D ;

25, In the method of hood capping con-
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tainers; those steps which include maintain-
ing a supply of relative-cool plastic hood cap
disks; successively delivering disks from said
supply and accumulating a succession of said
delivered disks separated from each other
and spaced apart while advancing the disks;
successively dispensing the disks in a tempo-
rarily moldable condition from said succes--
sion onto successive bottle heads for contrac-
tion and setting to final securing form and
condition on said heads; and subjecting said
succession of spaced advancing disks to con-
ditioning influences for rendering their skirts
temporarily moldable. . ‘

26. Apparatus for hood capping bottles
with plastic hood caps having flaring skirts
for contraction when in a temporarily mold-
able condition to securing form and condi-
tion on bottle heads; said apparatus includ-
ing a magazine for a stack of nested flaring
skirted plastic hood caps, with an outlet for
successively dispensing said caps and toward
which said stack advances; a cap holder
adapted to successively receive said hood caps
and detachably hold the same with its open
side down and its flexible skirt in a tempo-
rarily moldable condition depending in the
path of movement of a bottle head to enter
and remove the cap from the holder with the
cap centered on the head and its temporarily
moldable skirt depending therearound; a-
feeder for successively removing the hood
caps from said magazine outlet; conveyer
means for successively delivering said caps
from said feeder to said holder with the cap
skirts in a temporarily moldable condition;
and means for exerting influences on said
caps to render said cap skirts temporarily .
moldable. -

Signed at Fulton, Oswego County, New
York, this 30th day of October, 1925,

‘ WILBUR L. WRIGHT.
- LEE D. PIERCE.



