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CLAIMS: 

1. A method of marking indicia on tab stock used to provide tabs for use

with can ends, the method comprising: 

providing the tab stock to a tab press comprising a punch and a die, the 5 

punch comprising a set of raised features and the die comprising a respective 

set of recessed features such that the features cooperate to deboss said indicia 

on regions of the tab stock within tab forming areas that face outwardly when 

the tabs are attached to a tab end, said features being such that, when the 

press is fully closed, the spacing between at least part of each of the raised 10 

features and at least part of each of the respective recessed features is less 

than the thickness of the tab stock in said regions within tab forming areas. 

2. A method according to claim 1, wherein each of said features comprises

surfaces that are inclined relative to a plane of the punch and the die, and said 15 

parts of the raised and recessed features that have a spacing that is less than 

the thickness of the tab stock in said regions within tab forming areas are 

provided by the inclined surfaces. 

3. A method according to claim 2, wherein each said raised feature of the20 

punch comprises a flat outer surface substantially parallel to said plane, each 

flat outer surface having an angular junction with one of said inclined surfaces. 

4. A method according to any one of the preceding claims, wherein inclined

surfaces of the recessed features of the die have an angular junction with an 25 

outer face of the die. 

5. A method according to claim 4 when appended to claim 3, wherein said

spacing is a spacing between angular junctions of the raised and recessed 

features. 30 
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6. A method according to any one of the preceding claims, wherein said

spacing is less than 80%, of the thickness of the tab stock in said regions within 

tab forming areas. 

7. A method according to any one of the preceding claims, wherein said 5 

spacing is greater than 20%, of the thickness of the tab stock in said regions 

within tab forming areas. 

8. A method according to any one of the preceding claims, wherein the

press is configured to press the raised surfaces of the punch into said regions of 10 

the tab stock by less than 70%, of the thickness of the tab stock in said regions 

within tab forming areas when the press is fully closed. 

9. A method according to any one of the preceding claims and comprising

performing the method prior to steps of drawing and curling rims of the tab 15 

forming areas.  

10. A method according to claim 9 and comprising performing the method

prior to a step of piercing peripheries of the tab forming areas to form rims. 

20 

11. A method according to claim 9 and comprising performing the method

concurrently with a step of drawing rims extending around horseshoe cut outs 

formed in the tab forming areas. 

12. A method according to claim 10 and comprising performing the method25 

concurrently with a step of forming rivet cut outs in the tab forming areas. 

13. A method according to any one of the preceding claims, wherein the

indicia comprise one or more discrete features, such as alphanumeric 

characters, with a debossed feature dimension in the plane of the tab of less 30 

than 0.25 mm. 
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14. A method according to any one of the preceding claims, wherein two or

more of the raised features of the punch differ in their maximum heights. 

15. A tab press configured to accept tab stock having a thickness of between

0.24 mm and 0.26 mm and further configured to produce tabs marked with 5 

indicia, comprising:  

a punch comprising a set of raised features and a die comprising a 

respective set of recessed features such that the features cooperate to deboss 

said indicia on regions of the tab stock within tab forming areas that face 

outwardly when the tabs are attached to a tab end, said features being such 10 

that, when the press is fully closed, the spacing between at least part of each of 

the raised features and at least part of each of the respective recessed features 

is less than the thickness of the tab stock the tab press is configured to accept. 

16. A tab press according to claim 15, wherein said spacing is less than 0.2015 

mm. 

17. A tab press according to claim 15 or 16 and comprising tooling for

drawing and curling rims of tab forming areas of the tab stock, the tab press 

being configured to deboss said indicia on the tab stock prior to drawing and 20 

curling said rims. 

18. A tab press according to claim 17 and comprising tooling for piercing

peripheries of tab forming areas of the tab stock to form rims, the tab press 

being configured to deboss said indicia on the tab stock prior to forming said 25 

rims.  

19. A tab press according to claim 17 and comprising tooling for drawing

rims extending around horseshoe cut outs formed in tab forming areas of the 

tab stock, the tab press being configured to deboss said indicia on the tab stock 30 

concurrently with forming said rims extending around the horseshoe cut outs.  
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20. A tab press according to claim 18 and comprising tooling for forming rivet

cut outs in the tab forming areas, the tab press being configured to deboss said 

indicia on the tab stock concurrently with forming the rivet cut outs. 
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