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This invention relates to containers adapted 
to be formed from foldable materials such as 
paper, foil and the like and to methods of mak 
ing the same. ' ~ 

This application is a continuation-impart of 
application Serial Number 91,682 ?led July 21,‘ 
1936, for containers. I , 

Among the objects of the invention arethe 
provision of (a) a novel container or wrapper 

10 wherein products and particularly hydroscopic 
products, such as tobacco, for example, may be 
sealed and retained for an inde?nite period 
without noticeable change in the condition of 
the packaged product irrespective of the temper 

15 atures, pressures and humidity conditions to. 
which the package is subjected; (b) a. novel con 
tainer which may be constructed from. a single 

' blank constituted‘ by one or more layers of ?exi 
ble material, such as paper, foil; or-Ithe like; 

20 (c) acontainer which may be e?lciently and 
quickly made and sealed in large quantities at 
low cost by high-speed machinery in such a man 
ner that substantially no air'or' moisture vcan 

‘either enter the same or escape therefrom; (d) 
25 a novel container made from an impervious blank 

comprising paper and foil laminations and hav 
ing adjacent surfaces of the folded blank secured 
to one another to form impervious seams or 
joints; (e) a novel method of folding a blank 

30 and simultaneously sealing the engaging sur 
faces thereof, by the application of heat and pres 
sure to form a package or wrapper which is sub 
stantially impervious to ‘air and moisture; and 
(fl a novel method whereby a non-rigid con 
tainer may be formed and hermetically sealed 
without. exerting pressures thereon which tend to 
crush the container and the contents thereof. 
The above and further objects and novel fea 

tures of the invention will more fully appear from 
40 the following detailed description when taken in 

connection with the accompanying drawings. It 
is to be expressly understood, however, that the 
drawings are for the purpose of illustration only 
and are not designed as a definition of the limits 
of the invention, reference being had primarily 
for this latter purpose to the appended claims. 
In the drawings‘, wherein like reference charac 

ters refer to like parts throughout the several 
50 views,_ _ > . 

Fig. 1 shows a laminated blank, a corner of 
one layer being turned back, which may be em 
ployed in constructing one form of container or 
wrapper comprehended by the present invention: 

Fig. 2 is an isometric view showing ,the'body 
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formed from said blank by the ?rst folding and 
sealing operation; 

Fig. 3 is a detail sectional view on an enlarged 
scale, the section being taken on'line 3--3 of Fig. 
2, except ‘that the seam is shown adjacent the 5 
corner of the body; 

Fig. 4 is an isometric view showing the contain 
er with the bottom thereof folded and sealed; 
Fig.5 is an isometric view, partly in section, 

illustrating one type of end seam which maybe 10 
employed; 
Fig. 6 is an isometric view showing a partial 

container with one end thereof sealed in accord 
ance with the present invention; 

Fig. '7 is an isometric view illustrating the 15 
method of folding‘ the tabs formed during the 
end-sealing- operation; 

Fig. 8 is an isometric view of a completed con 
tainer; - . 

Fig. 9 is an isometric view, partly in section and 20 
with parts broken away, showing one means ‘ 
which may be employed in folding and sealing. 
the blank to form the tubular body of Fig. 2; 

Fig. 10 is an isometric view illustrating one 
means which may be employed for supportingm; 
said- body and for folding and sealing one end 
thereof; ' > ' . 

Fig. 11 shows the parts‘ of Fig. 10 in sealing 
position; - ' ' ' _ 

‘Figs. 12 and 13 ?lustrate means for folding the 30 
end portionsof the container after the sealing 

- operation; 

Fig- 14 is an isometric view illustrating means 
for supporting the container and the contents. _ 
thereof during the operations of sealing and fold- 35 
ing the ‘other end thereof; and, / 

Fig. 15 is an enlarged sectional view taken on 
line l5--l5 of Fig. '7. - I’ 
The present invention is illustrated in the ac-' 

companying ‘drawings, by way of example, in 40 
the form of a package or container suitable for 
packaging cigarettes, but it will be understood 
that the invention is not limited to packages of 
the size and shape illustrated and that it is not‘ 
.limited in its use to a package for cigarettes or 45 
tobacco. A container comprehended by the in 
vention may be used for any of a great variety 
of commodities and is so ‘constructed as to pre 
vent the products packed therein i’rom absorbing 
moisture out of the atmosphere and from giving 
up moisture vor, other volatiles either to the at 
mosphere or tothe materials constituting the 
package itself. The package may be made from ‘ 
a. single blank comprising one or more layers of 
material, certain surfaces of which may be treat- 55 
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ed, for-a purposeto more ‘fully appear hereafter, 
- with'adhesives or lacquers, the latter of which 

- 6 

7 said blank, in the form illustrated, comprising. 
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may have potential adhesive'qualities when'acti 
vated by a solvent, or. heat, or both. 

‘In making one form of container embodying 
the'present invention, a rectangular blank, such 
as the one shown in'Fig. 1, may be employed, 

one or more layers l 5 of ?brous material, such as 
paper, faced with one or more layers It of non- ‘ 
hygroscopic, non-porous material, suchas tin or 
aluminum foil. 'Thepaper lamina‘ constitutes a » 
backing or foundation‘ for the foil and, because 
of its greater tenacity ‘or tensile strength, serves _ 
to reinforce and protect the less tenacious foil. 
The lines along which blank l5, I6 is folded to 
form a completed .container are indicated by 
broken or construction lines A to F, inclusive. 
If desired, said blank may be scored or embossed 
along said lines to facilitate folding. 

' Laminations l5 and I6 may be secured to each 
other by any suitable adhesive but preferably by 
an adhesive having elastic or yielding properties, 

' such as solvent-activated‘ adhesives having a base 
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of-gutta-percha, rubber or substances containing 
latex, or heat activated adhesives containing 
chlorinated diphenyl resins, for example, as their 
base, thus insuring that said laminatlons will be 
retained in intimate contact when the blank is 
folded into container form. Said adhesive may 
be applied to either one or both of the engaging 
surfaces of layers l5 and I6. ' 

Preferably, foil‘ lamina I6 forms-the inner sur 
face of the container, since said foil is imper 
vious and non-hygroscopic and accordingly will 
not absorb moisture or other volatiles from the 
contents of the container or serve as a path or 
a wick at the seams or joints for the passage 
of air and moisture between said contents and 
the atmosphere. For joining the overlapping 
portions of blank l5, l6, when the same is folded 
into container form, and for sealing the ends 
thereof in an impervious manner, the outer or 
exposed surface of foil lamina i6 is preferably 
pre-coated along the top and bottom edges and 
along one end thereof'with thin‘ dry ?lms . i1 
and I 8, respectively, of thermoplastic cement 
which is adapted to be activated by a solvent 
‘or heat, but by the latter only at temperatures 
considerably in excess of the temperatures to. 
which the container will ordinarily be subjected. 
Said cement, should be non-hygroscopic and so 
constituted as to adhere readily to the foil-and 
constitute a good binding medium, either in .a 
foil-,to-paper or a. foil-to-foil seam or joint. One 
cement which has been found suitable is Reynolds 
Metals Company acetate lacquer No. TC-3. This 
particular lacquer is a clear lacquer‘ which be 
comes plastic or tacky at about 350? F. or more, 
is neutral when dry, is soluble in alcohol or 
acetone, and is adapted‘to be readily applied to 
the foil in the form of a thin ‘dry ?lm by a 
roller coating method. ‘ 
In view of the thickness of the materials em 

played in relation tovthe- over-all dimensions of 
the container, the laminated structure of the 
container walls, in the illustrated embodiment, 
is shown only in Flgs.,1, 3.and 15. A single wall 
thickness is shown in all other ?gures in the 
interest of clarity. ‘ ' ' a 

In forming blank l5, l6 into an impervious 
container or package while simultaneously en 
closing a quantity of cigarettes or other product 
therein in accordance with the novel method of 
the invention, said blank is first wrapped around 

2,158,828 , _ _ . _ _- I e . 

‘a hollow m. tube§ll(1"lg..-9)' having a'desired 
size and 'shapefthenon-hygroscopic lamina Ii 

' being adjacent said'tube. The latter is prefer 
ably‘ formed :of sheet metal, the thickness of 
which is exaggerated in the. drawings ‘in the 
interest of clarity, and is mounted on or se 

besupported ona'rotatable turret (not shown) 
whereby saidi'orm-tube may be moved by rota 
tion of the turret'from ‘one ‘station to another. 

In theillustrated embodiment, blank l5, l6 
extends around tube I9 only once with the ends 
thereof overlapped at 20 so that thermoplastic 
strip I 8 will engage the exposed surface of paper 
lamina ii at the opposite end ‘of the-blank. It 

_ curedto a suitable ‘arbor‘2l which may, in turn,‘ 

will be understood, however, that more than onev _ " 
blank similar to blank. IS, IS may be employed 
to form body 22 (Fig. 2) or that a single but 
longer blank may be wrapped around the form 
tube a plurality of times, if a heavier laminated 

> body is desired. Blank l5, I6 is preferably folded 
alonglines F so that the corners of body 22 
occur along said lines and the overlap 20 oc 
curs at approximatelythe center of one side of 
the body. Said overlap, however, may be at any 

, desired pointinthe periphery of the body, such 
as near the corner thereof as shown in Fig. 3. 
An; elongated sealing iron 23, which may be 
~heated and maintained at a desired tempera 

. ture by any suitable means, such as an electric 
heating element or cal-rod 24 coupled with a 
thermostat, is then brought into contact with 
and pressed against joint 20. The heat from 
iron 23 and the pressure exerted on said joint 
thereby are effective to activate lacquer ?lm l8 
between the overlapped ends’of blank l5, l6 and 
to press the same into the interstices of the 
engaging surfaces and thereby substantially weld 
said surfaces together. The pressure applied by 
means of iron 23'is preferably sufficient to com 
press the paper. component of the blank, as indi 
cated by» heavy hatching at 25, thereby forming 
a tapered joint and causing the end of foil lamina 
l6 within body 22 to engage an intermediate 
portion thereof as at 26- and 'thus provide said 
body with a continuous inner surface of imper 
vious, non-hygroscopic'foil. The ‘compression of 
paper lamination lifat points 25 also materially 
reduces the wickingeifect thereof and according 
ly prevents thepassage of-moisture into and out 

~of the container-through this portion of- the 
‘joint. - ' 
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Body 22 is next moved to another station and ' 
advanced on tube l9, so thata marginal portion 
constituting the area between line A and edge 
B (Fig. 4) and a peripheral band portion de?ned 
by-linesA and C and having a width equal to 
one-half the width of body .walls 22a will over-' 
hang the outer end of said tube. With body 
22 in this position, a pair of supporting tools 
21, 21 (Fig. -10)_ are moved into engagement 
with sides 22a of said body, the plane of the 
outer surfaces of said tools coinciding with bend 
ing line C and the outer edge of tube IS. A 
pair of heating and pressinganvils 28, 28, which 
are provided with electric heating elements or 
cal-rods 29',>converge at right-angles tothe di 
rection of movement of tools2'l, as indicated by 
the arrows (Fig. 10), and engage the overhang 
ing portion'C-‘-B of sides 22b of body.22. 
Upon continued movement of anvils 28 from 

the positions shown in Fig. 10, the same become 
effective to fold the band portions A—C of side 
walls 22b inwardly and across the mouth of tube 
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I! to thereby form a two-part end wall 30, 30 75 
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(Fig. 6). During this folding operation, walls 
22a bend outwardly-along fold lines C and the 
marginal portions A—B of said walls bend along 
lines D while band portions Aw of wallszuw 
fold along lines E. Thus, when anvils 28 reach 
the positions shown in Fig.- 11, the bandfpor 
tions A-C of walls 22a will be folded into lami 
nated triangular tabs 3|, 3| (Fig.' 6) projecting 
outwardly at right-angles from said sides and 
the entire marginal portion A--B of‘ the body 
will‘ have the opposed halves of the inner pe 
ripheral‘surface thereof, which is coated with 
thermoplastic lacquer ll, pressed into engage 
ment to form a ?at laminated tab 32 which ex 
tends across'the center of the end of body 22 
from the extreme vertices of the outwardly'pro 
jecting triangular ears or tabs 3|. 
The pressure exerted on, and the. heat con 

ducted to, tab 32 by anvils 28 are effective to acti 
vate the thermoplastic cement coatings i’l' inter 
posed between the engagihg foil surfaces of said 
tab and thereby weld said surfaces together for 
a substantial distance longitudinally of body 22 
and, hence, imperviously seal‘ one end of the 

. latter. Since no pressure is exerted by anvils 28 
on the central side walls or contents of the body 
tending to crush or compact the same during the 
formation of the seal between the foil surfaces of 
tab 32, a substantial pressure may be applied in 
order to insure the formation of an impervious 
seam‘or joint without, in any way, affecting or 
injuring said body or contents. Furthermore, 
when high pressures are employed, less heat is‘ 
required to form a satisfactory seam of the above > 
character and the speed with which the container 
may be formed is correspondingly enhanced. The 
foil-to-foil seam thus formed and which includes 
the non-hygroscopic thermoplastic coating I‘! 
provides an end closure seam which serves to 
prevent the escape or entrance of moisture or air 
from or into the container. It has been found 
that the same result cannot be obtained with an 
ordinary untreated paper-to-paper seam, since 

‘ paper is hygroscopic and porous and forms a 
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path for the passage of moisture and air between 
the contents of the container and atmosphere, the 
may be formed is correspondingly enhanced. The 
moisture. ~ 

To further insure the impervious character of 
the seal between the engaging surfaces of tab 32 
and to obviate any possibility of the same being 
destroyed by relative slippage or movement ‘of 
said surfaces, when the tab is folded in the man- . 
ner to be hereinafter described, said tab may be 
embossed along one or more laterallyextending ‘ 
lines 33, 33 as shown in Fig. 5. Said embossing 
may be accomplished simultaneously with the 
formation of tab 32 by providing the operating 
face of one of the anvils 28 with suitable ribs and 
the face of the other of said anvils with grooves _ 
positioned to cooperate with said ribs. 
To complete the formation of the end of the 

package or. container, tabs 3! and 32 are folded 
in a novel manner to strengthen the end' of the 
container and give it a neat and pleasing ap 
pearance. For thispurpose, body 22 is moved to 
another station while. supported on tube l9, and 
strips 34, 34 adjacent the ends of tab 32 are coated 
with an adhesive which is adapted to be activated 
either by heat, a-solvent, or both. Strips 31 may 
be printed on the blank during the process of 
printing the label designs, or, if desired, the same 
may be applied during the processing of the 
blank to package form. -A folding-iron 35 (Fig. 
12) having a width substantially equal to the 

3" 
width'of walls 221) is moved across the end of the. - 
container in a plane parallel to end wall 30 to a ' 
thereby vfold tab 32 along bending line A so that , 
the‘ central portion thereof engages said end wall 
(Fig. 15) . Thereafter, tabs 3| and the overhang 
ing ends of tab 32-are folded through aninety 
degree angle (Fig. 7) into the plane of ‘sides 22b. 
by a pair of folding irons 36, 36 (Fig. 12) moving 
in a plane parallel to said sides. After withdrawal 
of folders 35 and '36, tabs 3| are folded inwardly 
through an additional. ninety-degree angle. (Fig. 
8) by a pair of folding plates 31 (Fig. 13) which 
‘converge with one surface thereof paralleling the 
plane of end wall 30. The adhesively coated strips 
34 are thus caused to engage andqadhere to the 

'10 

is 
central portion of tab 32 to thereby hold the ' 
tabs 3| and 32 in folded position. The central 
portion of tab 32 may also be adhesively secured 
to end wall 30, if desired, but this is not essential. 
One end of the package being thus formed; and 

sealed, the same is ?lled with cigarettes 38, or any 
‘one of various other types of products; through 
the other or open end thereof. Preferably, the 
cigarettes or other goods‘are packed into tube N, 
which is rigid, and thepartially closed container 
is thereafter moved off said tube by pressure 
exerted through the goods against the closed end 
of the package in a manner well understood in the 
art. The ?lled package is transferred to: an out 
side supporting chuck 39 (Fig. 14) ‘which may 
be formed in two parts for ?rmly clamping the 
package with the marginal portion A--B and band 
portion A—C of the open end of the body project 
ing beyond the outer edge of the chuck. Said 
marginal and band portions are then folded and 
sealed in the same manner and by the same 
means above described in connection with the 

20' 
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sealing of the opposite end of the package. It will, ' 
of course, be understood that the package may be 
?lled after the removal of the same from tube l9 
and either before _or after the same is clamped 
between, the jaws of chuck 39. If. desired, an 
adhesively coated strip or stamp 40 (Fig. 8) may 
be attached across the end of the ‘completed 
package. ' I ' 

The outer surface of the - above-described 
package may have any desired printed matter 
impressed thereon and may be coated with a thin; 
dry ?lm of high-gloss lacquer to improve the ap 
pearance thereof and to render the outer surface. 
moisture=repel1ent. The printed matter and 
gloss lacquer coating, if used, are preferably ap 
plied to the exposed surface of lamina it of 
blank l5, it prior to the formation o'f‘the con 
tainer. ' - , ‘ - , 

It will be understood that the foil lamina may 
be replaced by other impervious coatings. For 
example,“ the inner or nonhygroscopic lamina of 
the above-described container may be constituted 
by a thin sheet of vlnylite material‘ or by a thin, 
dry ?lm of a'suitable lacquer. In the present state 
of the art, the lacquers are not commercially satis- . 
factory, however, and, hence, cannot be con 
sidered thefull equivalent of the foil. _ 
There is thus provided a- novel container and 

novel method'of constructing the same from 
one or more blanks having one or more layers of 
?brous material faced with one or more im-’ 
pervious layers, such as foil, lacquer, or the like, 
the walls and seams of said container being adapt 
ed to prevent the passage of 8.11‘701' moisture there 

‘ through, whereby the contents of the package are 
maintained in factory-fresh condition for an ex 
tended period of time irrespective of climatic 
conditions. The novel method provided for fold 
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ing the blank into container form and sealing 
the same permits the use of high‘pressures toas 
sure hermetic sealing without exerting. any crush-' 
ing or. destructive forces-on the container or 
the contents thereof. The container-provided 
may be readily 'and rapidlymanufacturedat low 
cost by high speed, machinery and the joints 
thereof ‘are strong and durable ‘so ‘that'the'im 
pei-vious character of the container will not be 
destroyed by handling during distribution. 
Although only a limited ‘number of embodi 

mentsoi the invention have been illustrated and 
described, it is to be expressly understood that 
the same is not limited‘thereto. For example, 
a layer of foil or other impervious material may 
be mounted on both sides of ?ber lamina ii to 
thereby provide a foil-tc-foil seam’ at 20 or ‘the 
same result may be attained by making seam 
20 similar to seam 32 (Fig. 15) and folding the 
same against wall 22b, thereby avoiding the pres 
ence of a raw edge of the'paper lamina inside 
of body 22. If desired, the entire inner surface 
of foillamina l6 may be coated with lacquer. 
The method, of folding the blank may also be 
practiced in forming a container which is not 
impervious or the blank may. be folded in ac 
cordance with said method to form a wrapper 
for other packages. The‘ terms “container” and 
"package”, wherever used in the foregoing de 
scription or in the claims, are accordingly in 
tended to be sufficiently broad to include a wrap 
per for containing goods which are enclosed by 
means other than said wrapper. 
The anvils employed in the folding operations 

should be so constructed as to avoid sharp edges 
contacting the material, as shown in the draw 
ings. ' 

The pressure and heat employed in forming 
the seams are applied at right-angles to the body 
of the container and without deleterious effects 
on the contents of the package. It will be noted 
that the process of forming the package is car 
ried out- in such ‘a manner as to avoid a multi 
plicity of thicknesses in the seams, thereby in 
suring imperviousness. Particular attention is 
called to the fact -that the foil, at the corners 
of the body proper of the package, is placed 
under compression rather than tension, thus 
avoiding disruption of the foil during the steps 
of fabrication with a consequent loss in imper 
viousness. ' 

The cigarette-making industry, has invested 
many millions of dollars in packaging machinery. 
When ‘the container or package of the present 
invention is used for cigarettes, this machinery 
may be altered at relatively small expense with 
out curtailing the capacity thereof, for produc 
ing the package. Moreover, the present package 
avoids the necessity for a plurality of sheets of 
material such as are now commonly employed 
inthe- making of packages of the character em 
ployed for cig'arettes, thus reducing the expense 
and greatly facilitating the-opening‘ of the pack 
age. For example, one brand of cigarettes in 
use today. employs ?rst ‘a paper blank which. 
is surrounded by a_heavy> foil blank. _A paper 
label completely surrounds the foil, and then a 
layer of “Cellophane” is placed around the paper 
label. Each of the wrappers-must be torn be 
fore the cigarettes can be removed ‘from the 
package, and ‘the four separate sheets do not 
constitute an impervious closure. In the present 
invention, ‘a single laminated blank which vcan 
be readily opened maintains the contents of the 
package in factory fresh condition, thereby 

9,152,329 ‘ 

avoiding the necessity for a wax-paper wrap 
ping. around the carton, which is now so ex 
tensively used in an e?ort to prevent the lossv 
of volatiles. - 
Various other changes, such as in the size and 

shape of the container and in the materials 
employed, may be made without departing from 
the spirit and scope. of the invention, as will now 

' be apparent to those skilled in the art. For a 
de?nition of the limits of the invention, reference 
will be had primarily to the appended claims. 

_ What is claimed is: . 

l. The method of forming a container which 
comprises adhesively joining layers of ?brous and 
foil sheet material together to form a. laminated 

most to form a rectangular-like'body, applying 
heat and pressure to the overlapping ends of 
the blank to activate a thermoplastic adhesive 
interposed between said overlapped ends, fold-v 
ing portions of two .bpposed side walls of the 
body inwardly to form an end wall, pressing op 

' posed halves of the inner‘peripheral metallic 
surface of a marginal portion at an end of said 
body into engagement, and applying heat and 
pressure to said margin to activate a thermo 
plastic adhesive ‘on said marginal portion to im 
perviously seal the engaged metallic surfaces 
thereof together. . - 

2. A substantially‘ rectangular container 
formed from a substantially rectangular blank 
comprising ?brous and metallic sheet ‘material 
adhesively joined togetherthroughout the entire 
area thereof, said metallic material having ap 
plied thereto a thin, dry ?lm of thermoplastic 
lacquer having potential adhesive qualities, said 

- blank having opposed ends thereof overlapped 
and joined together by said thermoplastic lac 
quer, the metallic lamina at one end of the blank 
being joined to the metallic lamina adjacent the, 
other end of the blank to thereby form a metal 
lined tubular body of substantially rectangular 
cross section, said body having portions of two 

10 

, blank, folding said blank with a foil layer inner- , 
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opposed side walls adjacent an end thereof folded ' 
inwardly to form a two-part end wall substan 
tially perpendicular to said- side walls and a 
metal-to-metal end closure seam formed by join 
ing to each other by means of said thermoplastic 

45 

lacquer opposed halves of the inner peripheral . 
surface of a marginal portion of said body ad 
jacent said end wall. 

3. A container formed from a substantially 
rectangular blank comprising ?brous and me; 
tallic sheet material, said blank having .opposed 
ends thereof overlapped and joined together by 
a thermoplastic adhesive, thereby forming a tu 
bular body of substantially rectangular cross sec 
tion, said body having portions of two opposed 
side walls adjacent both ends thereof folded in 
wardly to form two-part end walls substantially 
perpendicular to said side walls, a tab at each 
end of said body formed by a peripheral marginal 
portion of the ‘body adjacent an end wall and 
having opposed halves of the inner peripheral 
surface of said marginal portion in engagement, 
and-a thermoplastic adhesive joining the engaged 
surfaces of said tabs throughout the entire 
lengths of the latter to form end closure seams. 

4. A substantially ' rectangular container 
formed from a laminated blank comprising 
?brous and non-hygroscopic material, said blank 
having opposed ends thereof overlapped and 
joined together by a thermoplastic adhesive to 
form a tubular body of substantially rectangular 
cross section, said body having ,portions of two 
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opposed side walls adjacent the end thereof 
folded inwardly to form a two-part end wall 
substantially perpendicular to said side walls, a 
tab formed by a peripheral marginal portion of 
said body adjacent said end wall and having 
opposed halves of the inner peripheral surface 
of said marginal portion in engagement, and a 
thermoplastic adhesive joining engaged surfaces 
of said tab throughout the entire length of the 
latter to form an impervious end closure seam. 

5. A substantially rectangular 'container 
formed from a laminated blank comprising 
?brous and non-hygroscopic material, said blank ' 
having opposed ends thereof overlapped and 
joined together by a thermoplastic adhesive to 
form a tubular body of substantially rectangular 
cross section, said body having portions of two 
opposed side walls adjacent the end thereof 
folded inwardly to form a two-part end wall sub 
stantially perpendicular to said side walls, a tab 
formed by a peripheral marginal portion of said 
body adjacent said end wall and having opposed 
halves of the inner peripheral surface of said 
marginal portion in engagement, and a thermo 
plastic adhesive joining engaged surfaces of said 
tab throughout the entire length of the latter 
to ‘form an impervious end closure seam, said 
tab being embossed to form one or more ribs and 
complementary grooves entirely across said seam; 

6. A container formed from a laminated blank 
comprising ?brous and foil sheet materials ad 
hesively joined together, said blank having op 
posed ends ‘thereof joined together by a thermo 
plastic adhesive, the foil lamina at one end of 
the blank being‘ joined to the foil lamina ad 
jacent the other end of the blank to form a 
metal-lined body having a substantially rectan 
gular cross-section, said body having a marginal 
portion at ‘an end thereof folded to formv an end 
wall perpendicular to the side walls of the body 
and a tab comprising the outermost part of said 
marginal portion and having opposed halves of 
the inner-peripheral surface of said outermost 
part in engagement, and a thermoplastic ad 
hesive joining said engaged surfaces of the tab 

, to'form a metal-to-metal closure seam. 
'7. The method of forming acontainer which 

> comprises adhesively joining layers of ?brous and 
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foil sheet material together to form a laminated 
blank, wrapping said blank around a rectangu 
lar-like form with a foil layer innermost, heat 
sealing the overlapping ends of the blank to-i 
gether, the foil lamina at one'end of the blank 
being joined to the foil lamina .adjacent the 
other end of the blank to forma metal-lined 
body, supporting said body on said form while 
folding portions of two opposed side walls there 
of inwardly through an angle of ninety degrees 
to form an end wall, pressing opposed halves 
of the inner-peripheral surface of the margin 
of said body adjacent said end wall into engage 
ment, and applying heat to said margin to acti 
vate a thermoplastic adhesive therebetween and 
form a metal-to-metal closure seam. 

8, A ' substantially - rectangular , container 

formed from a blank comprising ?brous mate 
rial, said blank having opposed ends thereof over 
‘lapped and joined together vby a thermoplastic 

5 
adhesive to form a tubular body of substan 
tially rectangular cross-section, said body hav 
ing portions of two opposed side walls adjacent 
the end thereof folded inwardly to form a two 
part end wall substantially perpendicular to said 
side walls, a tab formed by a peripheral mar 
ginal portion of said body adjacent said end wall 
and having opposed halves of the inner periph 
eral surface of said marginal portion in engage 
ment, and a thermoplastic adhesive joining en 
gaged surfaces of said tab throughout the entire 
length of the latter to form an impervious end 
closure seam, } ‘ 

9. The method of forming a. container which 
comprises applying a thin ?lm, of thermoplastic 
adhesive in liquid form to parts of the surface 
of a blank comprising ?brous material, drying 
said thermoplastic adhesive, folding said blank 
around a rectangular-like form, applying heat 
and pressure to the overlapping ends of the blank 
to activate said thermoplastic adhesive inter 
posed between said overlapped ends and form 
a tubular body, folding portions of two opposed 
side walls of the body inwardly to'form an end 
wall, pressing opposed halves of the inner pe 
ripheral surface of a marginal portion at an 
end of said body into engagement to form a 
tab, and applying heat and pressure to said 
tab to activate said thermoplastic adhesive upon 
the engaging surfaces of the tab to imperviously 
seal said surfaces together and form an end 
closure seam. 

10. A container formed from a blank of fold 
able material, said blank having opposed ends 
thereof overlapped and joined together by a 
thermoplastic adhesive to form a tubular body 
of substantially rectangular cross-section, said 
body having portions of two‘ opposed side walls 
adjacent the end thereof folded inwardly to form 
a two-part end wall substantially perpendicular 
to said side walls, a tab formed by a peripheral 
marginal portion of said body adjacent said end 
wall and having opposed halves of the inner 
peripheral surface of said marginal portion in 
engagement, and a thermoplastic adhesive join 
ing engaged surfaces of said tab throughout the 
entire length of the latter to form an end closure 

‘ seam. 

11. A container formed from a laminated blank 
comprising ?brous and foil sheet material, said 
blank having opposed ends thereof overlapped 
and joined together by a thermoplastic adhesive 
to form a tubular body of substantially rectan 
gular cross-section, the foil lamina at one end 
'of the blank being joined to the foil lamina ad 
lacent the other end of the blank to form a 
metal-to-metal body seam, said body having por 
tions of two opposed side walls adjacent the 
end thereof folded inwardly to form a two-part 
end wall substantially perpendicular to said side 
walls, a tab formed by a peripheral marginal 
portion of said body adjacent said end wall and 
having opposed halves of the inner-peripheral 
surface of said marginal portion in engagement, 
and a thermoplastic adhesive joining engaged 
surfaces of said tab throughout the entire length 
of the latter to form an end closure seam. 
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