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1 
My invention relates, in the speci?c embodi 

ment hereinafter described, to a one piece type 
of box, which can be shipped ?at or in knocked 
down form, and can be erected readily for pack 
ing by the user. It is an object of my inven 
tion to produce a box of the character noted 
vwhich will provide both a bottom and lid, having 
front and side Walls, said walls being joined at 
corners where they meet, the box being provided 
with handles to permit it to be readily and easily 
carried. . 

There have been attempts to solve the problem 
of providing a handle box for use by department 
stores, women’s specialty shops, etc. Many such 
attempts in the past involved the use of separate 
handles in one form or another, which had to be 
attached by the sales clerk after the garment 
was packed. This not only caused a considerable 

10 

loss of time, but involved the problems of han- ' 
dling separate boxes and handles. 
Another approach to this problem in the past 

practice has been through the use of various cut 
outs or cutaway portions from the box itself, to 
form a handle. 
proach is that such cutouts both dis?gure the box, 
spoiling its appearance, and lessen the structural 
strength of the box. Another defect is that the 
boxes known in the trade customarily as “suit 
or clothing boxes” are made normally from box 
board containing a high percentage of waste 
paper, which lacks any considerable degree of 
tearing strength. Accordingly, such cutout 
handles, being no stronger than the board of the 
box itself, tear very readily and have proved de 
cidedly troublesome. 
By my invention as herein described these dif 

?culties are overcome. My box is provided with 
handles formed of separate pieces of stock, so 
that there is no dis?gurement or loss of strength 
or cutting away of the box itself. Furthermore, 
since my handles are made of separate pieces of 
stock, the stock used in the handles can be of 
solid kraft board or other board of superior 
quality and strength, if desired, thus providing 
tear resistance._ This is achieved economically, 
since the higher grade stock is used for the 
handle portion alone, the remainder of the box 
being made from the ordinary grades of box 
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board customarily used by the trade. Again, the . 
handles are secured to the box as an integral part 
thereof, in the form in which the box is delivered 
to the store, so that there are no extra pieces to 
cause inconvenience or loss of time. The handles 
do not require any setting up operations, and the 
structure is a single complete unit ready for 
packing and carrying. Yet again, the handles 
are secured to the main body walls rather than 
to the end panels of the box, providing the high 
est degree of security against separation, and re 
sisting any peeling or tearing action, so that there 
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2 
is a sturdy and dependable grip on the box, pro 
viding a safe carrier. 
By my invention as herein described I not only 

provide boxes with handles attached having the 
features previously enumerated, in a high speed 
and fully mechanized operation; but I also pro 
vide methods and mechanisms whereby this is 
accomplished as a part of a continuous series of 
operations in which the box blank itself is folded 
and glued, producing thereby a handle-attached 
box in complete form in a single and continuous 
operation, with insigni?cant additional manu 
facturing or labor cost as compared to the pro 
duction of ordinary boxes without handles. 
My invention can be used in connection with 

the machines described in my Patent No. 2,149, 
111 issued February 28, 1939, and in conjunction 
with the mechanism and methods described in 
my Patents, No. 1,926,364 issued September 12, 
1933, and No. 1,974,408 issued September 25, 1934. 
It is also particularly adapted for use with the. 
method and mechanism described in my Patent 
No. 2,145,682 issued January 31, 1939, having to 
do with a reinforced, one piece box. 
While I shall describe my invention in the ex 

emplary embodiments aforesaid, it will be evident 
upon reading these speci?cations that the prin 
ciples of my invention are applicable to the prob 
lems of attaching handles or other ?xtures to 
other types of boxes. 
The main objects of my invention will be ap 

parent from the foregoing; and these, as well as 
more speci?c objects. which will be set forth 
hereinafter or will be understood by the skilled 
worker in the art upon reading these speci?ca 
tions, I accomplish by those mechanisms and 
methods, and in those structures of which I shall 
now describe the exemplary embodiments. 
Reference is made to the accompanying draw 

ings, wherein: . 
Figure 1 is a perspective of a preferred type 

of, one piece box in knocked down form for 
shipment. ‘ ' 

Figures 1a to 13‘ are plan views showing the 
box blank and the successive stages of manu 
facture with the initial and secondary directions 
of movement imparted to the blank, including 
the stages at which a reinforcing element and 
handle structures are added to the blank. 
Figure 2 is an enlarged perspective view show 

ing the box in semi-erected position. 
Figure 2a is a perspective view of the handle 

blank. > 

Figure 2b is a section of the handle blank, on 
the line 2b—2b of Figure 2a. 

Figure 2a is a partial end view of the box of 
Figure 3 with the handles in carrying position. 

Figure 4 is a perspective view of another style 
of box, partly erected, and including the pair 
of attached handles and a reinforcement. 
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Figures lid to 4d show in plan the blank and 
the successive stages of manufacture of the box 
of Figure 4. 
Figure etc is a diagrammatic side elevation of 

a machine for forming the box shown in Figure 
4, and applying a reinforcement thereto. 

Figure 4)‘ is a similar, diagrammatic side ele 
vation of the machine with one type of handle 
applying mechanism shown partly in elevation 
and partly in section. 

Figure 5 is a diagrammatic side elevation 
showing the conveyor and apparatus used in the 
initial direction of movement for forming the 
box of Figure 1. At the left end of this ?gure 
part of the secondary conveyor is shown. 
Figure 5a is a diagrammatic side elevation 

showing the conveyor and apparatus used in the 
secondary direction of travel, in the machine 
partially shown in Figure 5. 
Figure 5b is a diagrammatic side elevation of 

the machine section shown in Figure 5a, having 
a handle applying mechanism, parts being in 
section. 

Figure 6 is a side elevation, with parts in sec 
tion, of the type of device for applying the han 
dles, illustrated in Figures 4]‘ and 5b. 
Figure 7 is a plan view related to Figure 6. 
Figure 8 is a diagrammatic elevation of a por 

tion of a box making machine showing partly 
in elevation and partly in section another type 
of handle applying mechanism. 

Figure 9 is a similar view taken across the 
box making machine. 

Figure 10 is a diagrammatic plan view of a 
portion of a box making machine showing in 
plan one of the handle-applying mechanisms of 
Figures 8 and 9. 

Figure 11 is a fragmentary sectional view 
showing the reciprocating pressure members 
that press the handles into contact with the box 
blanks. 

Figure 12 is a fragmentary plan view of the 
platen on which the handle rests preparatory 
to the application of the handle to the box 
blank. 

Figure 1a. shows a blank for a preferred form 
of box, prior to the folding and gluing of the 
blank and prior to the application of the han 
dles. There is a main bottom panel i, having 
side panels 2, 2‘, a wall 3-, which for convenience 
will be called a front wall, and a wall 4, which 
for convenience will be called a back wall. Ar 
ticulated to this back wall is the main body 
panel 5 of the lid, said lid having side walls 5, 
6 and a lid front wall 'I. 
Extending laterally from the front wall panel 

of the box bottom portion are the corner sus 
taining flaps 8, 8 and like corner sustaining flaps 
9, 9 extend laterally from the lid front wall 
panel. The side panels 2, 2 have diagonally 
scored portions 2a, and the side panels i5, 5 have 
have like portions 6a, 6a. 
Between the side Wall panels of the lid and 

bottom portions of the blank are intermediate 
corner connecting sections having diagonal lines 
of fold therein. They may be described as hav 
ing a median portion It, with triangular sec 
tions ii, I! and l2, l2 articulated by diagonal 
fold lines to the median portion and to the re 
spective side walls by a fold line normal to their 
length. 
The successive stages of folding as illustrated 

in la, Eb, Ic, id, and I)‘ are preferably as car— 
ried out by my patents previously referred to in 
which ?aps 2a, and 6a are ?rst turned under as ‘ 
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4 
shown in Fig. 1b, then the entire side walls 2 
and 5 with the connecting portions I ll, il, i2 
are turned over inwardly, as well as flaps 3 and 
a as shown in Fig. 1c. T‘hereupon there occurs 
a change of direction of motion of the blank as 
shown in Fig. 1d, and during this second motion 
adhesive Will be applied to the blank. The ad 
hesive for forming the knocked down box struc 
ture as such may be applied to the flaps 8 and 9 
as shown by stippling in Fig. 1d; or it could be 
applied to the turned over triangular portions 
2a and 6a. 
In my Patent No. 2,145,682 I have taught a 

mechanism for applying a reinforcement to the 
back wall It of the blank at the next illustrated 
stage, and where this is done, adhesive may also 
be applied as at Ala to the back Wall 4' at the 
stage id. 

In the stage illustrated in Fig. 1e the rein“ 
for'cement 13 has been applied to the back wall 
as by mechanisms shown in Figure 5a and as 
taught in my said patent. In the next stage, the 
walls 3 and 7 together with their folded ?aps 
8 and 9 are turned inwardly as shown in Fig. if 
to complete the knocked down box as such. 
However, in my present invention at the stage 

shown in Fig. 1e, separate die-cut handles [4, 
Id are fastened at the position indicated in that 
?gure to both the bottom Wall I and lid wall 5 
as by mechanisms shown, for example, in Figure 
6 or Figure 11, and as shown in the next stage, 
Fig. 1f, the parts of these handles extending 
beyond these bottom and lid walls, that is, the 
handle portions underlying the end Walls 3 and 
“l are folded over with the end walls. Pressure 
is subsequently applied to secure adhesion be 
tween the diagonally scored portions 2a and the 
corner sustaining flaps 8——-8 as well as to augment 
the adhesion between the pair of handles and 
the box blank, the completed box in knocked 
down form collapsed ready for shipment ap 
pearing as illustrated in my preferred form in 
Fig. 1. It should be noted that part of each 
handle is secured to the outer surface of the 
main body walls of the box, while the extending 
or actual carrying portion of each handle is 
folded over to over-lie the end Walls, the handle 
attached box in knocked down form thereby 
coming within the same overall dimensions vas 
an ordinary box without handles. It is also ap 
parent that my process preferably involves a 
partial folding of the blank, then the application 
of the handles~and thereafter the completion 
of the folding operations. 

Fig. 2a is a drawing of the handle blank it 
self. As shown, it includes the glue flap Ma, 
and the handle flap itself l-‘ib, which are articu 
lated to each other. In the ?ap portion Mb, a 
hand hole flap M0 is demarked by a line of 
severance and a crease or score line as shown 

so that when a pair of handles are brought to 
gether in proper carrying position, the flaps Mo 
are free to swing along the score to either side, 
providing a space for the hand, and both an 
inter-locking and a cushion effect so that there 
are no sharp exposed edges to cause inconven 
ience. This will be clear from Figs. 2b, 3 and 3a, 

Fig. 2 illustrates the preferred form of the 
box in partly erected condition. As the side 
walls 2, 2 are raised, the intermediate corner con 
nection section as well as the side walls of the 
lid 6, ii are also brought into upright position, 
and the raising of these side walls simultane~ 
ously causes the corner sustaining flaps 8, 8 and 
9, Q to swing into position against the main bot 
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tom and top panels of the box, as illustrated, 
serving to retain the box in upright position. 
As the box is further closed, ?ap Nb of the 

handle which overlies the bottom wall 3, is also 
folded back from position adjacent the wall it 
self, so that the lid can be brought into closed 
position as illustrated in Fig. 3. 

Figure 3 illustrates the box of Fig. 2 with the 
lid brought down into ?nal closed position, and 
shows the handles extending outwardly from the 
box in carrying position. It may be noted that 
should it, be desired to use the box without using 
the handles (as for example in shipping the filled 
container), the two handles can readily be left 
flush against the outer surface of the front lid 
wall ‘I, so that the box can as readily be tied or 
wrapped as if the handles were not present. 

1 Thus my invention provides the maximum degree 
of ?exibility in a store or other similar mechan 
dising operation. 

Fig. 3a is a partial end view of the box shown 
in Fig. 3. It will be noted that the hand hole 
?aps I40 are folded to one side giving clearance 
for a grip, and that the folding of these two flaps 
in the same direction, provides an interlock to 
retain the box in closed position during the time 
the handle is in use. Furthermore, the hand is 
.not exposed to any out edge of the board, the 
rounded under surface produced by the score line 
providing a cushioning effect. Actual practice 
has also shown this handle arrangement to be 
one of extreme durability, because the parts Illa 
of the handles, are secured to the main body 
walls of the box rather than to the end walls. 
Thus there is no peeling or tearing action, and 
a box carried as shown in Fig. 3a, even with 
heavy contents, will readily withstand jostling 
and abuse, etc., such as is likely to be encountered 
in crowded subways and trains. . 

Fig. 4 shows another style of box in which cer 
tain Walls are not infolded, and the corner ?aps 
do not act as wall-sustaining ?aps. Figs, 4a, 4b, 
4c and 4d illustrate the successive steps of the 
folding and gluing of this box, showing in stages 
40 and 4d the application and folding of the 
handles according to my method. The ?nished 
box in knocked down form for shipment, with 
the handles attached to the respective walls, 
and with the reinforcement described in my Pat 
ent No. 2,145,682 is shown in Fig. 4. On this , 
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blank, the tabs 8 and 9, instead of being on the ' 
end walls, are articulated to the triangular end 
parts of the side walls, (which have been indicat 
ed as 213 and 5b and the tabs as 8a and 9a). The 
operational ‘stages include turning the ?aps Ba 
and 21) on the diagonal score lines to which they 
are articulated to the walls 2 and the flaps 6b 
and. 9a on the diagonal lines on which they are 
articulated to the walls 6. This is shown in 
Fig. 41). Next adhesive may be applied to the 
blank on the stippled areas, as shown in Fig. 4c. 
The box as such. is completed in knocked down 
condition by the inward folding of the walls 3 
and ‘I, as shown in Fig. 4d. The reinforcing 
strip 13 is also applied, in the preferred operation, 
to the adhesive area on wall 4; and in the prac 
tice of my invention, the handles I4 are applied 
and adhered to the walls I and 5 as shown in 
Fig. 4c and turned over with the walls 3 and ‘I 
as shown in Fig. 4d. ' 
The details of the machines for forming the 

cartons or boxes of Figs. 1 and 4 are not a limi 
tation upon this invention. Since suitable mech 
anisms have been set forth in my previous patents 
as listed, herein, 1 shall not describe in detail the 
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6 
various box making machines, their drives and ~ 
their operations. In Fig. 4e which is the same as 
a like numbered ?gure in my Patent No. 2,145,682, 
I have shown one type of machine for forming 
the boxes of Fig. 4, which type of machine is 
more fully described in my Patent. No. 2,125,147. 
In general the box blanks I5 are carried from a 
feed hopper I6 by feed means I? and are trav 
ersed through the machine by a chain conveyor 
I8 provided with suitable dogs or abutments en 
gaging a trailing wall of the blank which may 
be the wall 2 or the wall 6. At a portion of the 
machine indicated generally at I9 there are 
folding devices which operate to bring the blank 
to the condition shown in Fig. 4b. Glue is then 
applied to the blank by a suitable glue mechanism 
indicated generally at 251. The reinforcing strips 
I3 are withdrawn from a feed hopper 2| by feed 
rolls 22 and are carried downwardly by moving 
means 23. A mechanically actuated stop 24 
holds a strip until one of the blanks I5 moves into 
position to receive it on the adhesive covered 
area of wall 4. This mechanism is located in the 
length of the machine as shown in Fig. 4e and 
centrally of its mid width. The handle applying 
mechanisms hereinafter described and illustrated 
in Fig. 4)’ will be located sidewise of the mech 
anism which has just been described for applying 
the reinforcing strips. A fuller description of 
the reinforcement applying mechanism is con 
tained in my Patent No. 2,145,682. 
The blank, still carried by conveyor I3, passes 

beneath a pressure gripping device indicated gen 
erally at 25, at a ?nal stage where its end walls 
3 and ‘I are turned over inwardly by sweeps, one 
of which is shown at 26. Finally, the completely 
folded blank is delivered to a lower pressure belt 
2‘! on which the blanks are stacked and against 
which they may be pressed by some suitable over 
head pressing means 28. 
In Fig. 4;‘ I have illustrated the same machine 

to which a handle applying mechanism, generally 
indicated at 29, has been applied. Since two 
handles are to be applied to each blank, the 
mechanism generally illustrated at 29 is dupli 
cated in the machine, on either side, as will be 
readily understood. Also, the mechanism 29 
preferably lies alongside of the mechanism 2 I—24 
for applying the reinforcing strips, illustrated in 
Fig. 46 but not in Fig. 4f. 
In the handle applying mechanism 29, which is 

also shown on an enlarged scale in Figure 6 and 
in plan in Figure 7, I provide a swinging frame 
3!} which is pivoted as at 3 I. The frame is made 
to swing by mounting it on a bracket attached 
to the machine frame or on a shaft extending 
transversely of the machine and lying above the 
path of movement of the box blanks I5. The 
frame 30 has an arm 32 terminating in a cam 
follower 33 which bears against a cam 34 mounted 
upon a suitable shaft in the main frame and 
suitably driven from the machine drive in timed 
relationship with the movements of the conveyor 
I8. On the frame 30 there is mounted a feed 
hopper 35 in which the handle blanks I4 may be 
placed. An upper feed wheel 36 having the con 
ventional rubber insert or its equivalent, and 
driven by the general machine drive, removes the 
handle blanks I4 one by one from the hopper 35 
and delivers them to a lower belt 31. This belt 
passes over and is driven by a driven pulley 38 
opposite the feed wheel 36 and moves downwardly 
in the frame 30 over a supporting plate 39 to an 
end pulley 40. An upper, cooperating belt 4| 
passes over an end sheave 42 near the feed wheel 
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36 and an opposite end sheave 43 near the end 
of the frame. The upper belt l1! may have pres 
sure sheaves suitably mounted to hold it against 
the lower belt 31. Both belts may have tighten~ 
ing devices which are shown in the drawing but 
do not require special description. The frame 30 
is provided with a glue pct 44 whence glue is 
transferred by a series of rollers 45 to a glue wheel 
46. In the handle applying mechanisms the 
handle blanks lie in the feed hoppers with their 
glue flaps Ma disposed toward the center of the 
machine. They are withdrawn from the hopper 
in that position and carried downwardly between 
the belts 37 and 4| with their glue flaps pro 
jecting beyond the belts so that glue from the 
pot 44 is applied to the upper side of the glue 
?aps Ma of the handle blanks during their pas 
sage between the belts aforesaid. 
As will be evident from a consideration of Figs. 

4a to 4d, the handle blanks must be applied to 
the underside of the box blanks. To this end 
they must be moved from a position above the 
path of travel of the box blanks I5 to a position 
therebelow. Since the handle blanks are to be 
attached adhesively to the undersides of walls I 
and 5 and must underlie the walls 3 and l in 
the stage of the blank illustrated in Fig. 40, it 
is evident that the handle blank feeding and 
moving mechanisms just described must be 
located above portions of the box blanks 15. 
This is illustrated in Fig. '7. In the several fig 
ures the left hand end of the frame 30 is shown 
lying below the path of travel of the box blanks 
15 as determined by the conveyor 18. In this 
position handle blanks, moved along by the belts 
31 and 4!, are delivered to and come to rest upon 
a platform 41 suitably supported on the machine 
frame below the path of travel of the box blanks. 
But the handle blank feeding and moving mech 
anism can only extend as described below the 
path of travel of the box blanks during the inter— 
vals between box blanks. When box blanks are 
passing beneath the handle blank feeding and 
moving mechanism, this mechanism must be got 
out of the way. This is the reason for the 
mounting of the mechanism upon the frame 38, 
the pivoting of that frame at 3| and the oscil 
lating of the frame by means of the cam 34 act 
ing on the frame arm 32 in timed relationship 
with the operations of the box machine and the 
movement of the box blanks. 
When by the means and process just described 

a handle blank with glue applied has been 
brought to rest on the platform 51, it will be in 
a proper transverse position to be applied up 
wardly against a box blank I5 moving above the 
platform upon the conveyor [8. The platform $7 
is formed with forward and preferably rearward 
raised edges to prevent displacement of the han 
dle blank and is so shaped that the glued ?ap 
Ma of the handle blank extends beyond the plat~ 
form so that it may be pressed upwardly against 
the box blank at the proper time in the movement 
of the latter. The handle blank is so pressed 
upwardly by means of a timed pressure wheel 48 
which has a segment-shaped contacting surface. 
An upper timed pressure wheel 49 having a simi 
lar pressure segment cooperates with the pressure 
wheel 48, The pressure wheel 48 raises the glue 
flap of the handle blank up against the wall I or 
5 0f the box blank against which it is ?rmly 
clamped by the coaction of the wheels 43 and ‘29. 
The stiffness of the handle blank causes that por 
tion of it contained within the platform 41 to 
rise above the upturned edges thereof; and the 
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8 
pressure wheels 48 and 49, the pressure segments 
of which turn at the same peripheral speed as the 
linear speed of the box blank, cause the applied 
handle to move along with the box blank. To as 
sure perfect adhesion a series of upper and 
lower pressure rollers 53 and 5! may be provided 
in the machine immediately following the pres 
sure rollers 48 and 4d. By the time the blank has 
reached the gripping device 25, the handles will 
be ?rmly attached to the main body walls of the 
blank so that the portions Mb of the handles may 
be folded over on their score lines concurrently 
with the end walls 3 and 'l of the box, as has been 
described, by the sweeps aforesaid, one of which 
is shown at 26. 

Fig. 7 shows only one of the mechanisms thus 
described and ends at the center line of the 
machine which is indicated at 52. At the oppo 
site side of the machine another handle blank 
feeding, moving and applying mechanism will be 
provided which is a mirror image of the one illus 
trated but is otherwise as described. Also, as 
I have indicated, the reinforcing strip applying 
mechanism described in connection with Fig. 4e 
will preferably be located at the same point in 
the machine. This will provide three adjacent 
feed hoppers, two of them (35) will be for the 
handle blanks and one (2|) will be for the re 
inforcing strips. A single operator or machine 
tender can readily keep these several hoppers 
?lled with blanks, and the location of the hop 
pers at substantially the same point in the ma 
chine facilitates his work. Indeed with box mak 
ing machines equipped, as they frequently are, 
with an overhead platform, the location of these 
several hoppers permits an operator to keep them 
supplied usually without walking back and forth 
and in any event with a minimum of bodily 
movement. It is not essential, however, that 
these elements be located at the same point in 
the machine, or that the two handles be applied 
simultaneously with each other or with the re 
inforcing strip. The addition of the mechanisms 
described to any existing box making machine 
capable of operating upon the desired blanks, can 
be effected as desired. 

Fig. 5 illustrates the ?rst section of a two-di 
rectional machine for forming the boxes of Fig. 
l. The box blanks 53 are placed in a feed hopper 
54 whence they are withdrawn by a feed wheel 
mechanism generally indicated at 55. The blanks 
are then moved through the ?rst section of the 
machine on a suitable conveyor such as one or 
more chains 56 provided with lugs or abutments 
for moving the blanks. A series of folding in 
strumentalities indicated generally in Fig. 5 at 
5'1 folds under the triangular portions 2a and 80. 
of the blank along their diagonal lines of articu 
lation to the walls 2 and 6, bringing the blank 
into the condition illustrated in Fig, lb. Sweep 
means, one of which is shown at 58, ‘then fold 
over the walls 2 and 5, together with their already 
folded triangular portions, as well as the sus 
taining ?aps 8 and 9, bringing the blank into the 
condition shown in Fig. 1c. The series of pres 
sure elements indicated generally at 53 may be 
employed to press the folds tightly; and a trans 
fer mechanism 60 operates to transfer the folded 
blank to the conveyor of the second section of 
the machine, the end of which is indicated at Hi. 
The second section of the machine, as shown 

in Fig. 5a, is provided with a conveyor indicated 
at 82, with a glue applying mechanism generally 
indicated at 63 and operating to apply glue as 
illustrated in Fig. 1d, with a gripping device 64 
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and means for turning over the end walls 3 and 
‘I of the blank with their already folded sustain 
ing ?aps 8 and 9. One of the sweeps for this pur 
pose is shown at £55. The blank is thus brought to 
the condition shown in Fig. if and is delivered in 
stacked relationship with other blanks to a lower 
belt 66 against which it is pressed by an upper 
belt 61. ‘ 

In Fig. 5a, which corresponds to the similarly 
numbered figure of my Patent No. 2,145,682, 1' 
have shown intermediate the glue applying mech 
anism 63 and the folding means 65 a means for 
applying the reinforcing strips I3. The strips are 
put in a hopper 68 whence they are individually 
withdrawn by a feed wheel combination 69. They 
are moved downwardly over a suitable belt or the 
like ‘Ill and held ready by a timed stop ‘I! . When 
a box blank 53 is in the position to receive the 
reinforcing strip, the stop 1| moves out of the 
way and a driving device 12, operating in proper 
ly timed sequence with the forward motion of the 
carton blank IE (or conveyor [3) acts to apply 
the strip and to move it slightly ahead of the 
blank so that its leading edge comes under one 
of the connecting portions I0, I l and I2 of the 
blank as illustrated in Figs. 1, 1e and 19‘. The 
trailing portion of the strip !3 overlies the similar 
con?guration at the trailing side of the box blank 
53, all as is more fully described in my Patent No. 
2,145,682. 

Fig. 5b shows the application of a handle blank 
feeding, moving, gluing and applying mechanism 
similar to that shown and described in connection 
with Figs. 4)‘, 6 and 7 hereof. Like parts have 
been given like index numerals and the mecha 
nism will not be redescribed. It will be under 
stood as before that for the attachment of two 
handles, there will be another similar mechanism 
at the opposite side of the machine and prefer 
ably though not necessarily at the same point in 
the machine length, and also that the mechanism 
for applying the reinforcing strips may lie be 
tween the two mechanisms for feeding, moving 
and applying the handle blanks with the advan— 
tages hereinabove discussed. 

In Figs. 9 to 12 inclusive I have shown another 
type of handle blank feeding, moving, gluing and 
applying mechanism. This differs from the mech 
anism hereinabove described in that the handle 
blanks move in sidewise of the path of travel of 
the box blanks 53 and beneath the path of travel 
thereof to proper positions from which they may 
be moved upwardly and against the box blanks.‘ 
The handle blanks are brought to rest on a platen 
on which they are properly positioned by means 5 
hereinafter described. When a box blank is prop 
erly positioned above a platen, the platen is caused 
to rise to apply the handle blank'to the box blank. 
Concurrently an upper pressure member moves 
downwardly so that the box blank and the ap 
plied handle blank are pressed together. Since 
the platen and the pressure member are verti 
cally reciprocable, it is advisable to cause the box 
blank to come to rest at the position at which the 
handle blank is applied to it. The handle apply 
ing mechanism which I shall describe may be 
attached to either type of machine referred to 
above'or to other types of machine. In order 
to cause the box blank to pause in the machine 
for the attachment of handles, it is merely neces 
sary to interrupt the conveyors I 8 or 62 in the 
described machines at the proper point by caus 
ing them to return over suitable sprockets, pro 
viding separate continuation conveyors to carry 
the blank on from that point, anddesynchroniz 
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10 
ing the conveyors to provide the required pause. 
This will be readily understood by the skilled 
worker in the art; but such an interrupted con 
veyor is illustrated and will be described in con 
nection with Fig. 8 hereof. The pause in the 
travel of the carton blanks may be made as long 
as desired to permit the exertion of pressure 
against the adhesively joined handle and box 
blank so as to insure proper adhesion. A follow 
ing series of pressure elements, rolls, belts or the 
like, to insure adhesion of the handle blanks to 
the box blanks may thus be eliminated. 
In the second style of handle blank feeding, 

moving, gluing and applying mechanism which I 
am about to describe, I preferably provide for 
each such mechanism a ?rst feed hopper with a 
delivery for carrying the blanks to a second feed 
hopper whence they are delivered to the mecha 
nism which positions them beneath the box 
blanks. The advantages of this construction are 
two-fold. First, the second feed hopper main 
tains a supplementary accumulation of handle 
blanks so that the machine tender or operator 
need not be so accurate in keeping the ?rst or 
primary hopper ?lled with blanks. Second, the 
?rst or primary feed hopper and its delivery 
mechanism may not only be angularly related to 
the second feed hopper and its delivery mecha 
nism, but may ‘be of any length desired. Since 
the delivery mechanism of the second feed hop 
per must extend substantially at right angles to 
the length of the machine section, the first feed 
hopper and its delivery mechanism may not only 
be caused to lie alongside of and parallel to the 
length of the machine section, but the ?rst feed 
hopper itself may be brought to substantially any 
machine position desired. In this way, the ?rst 
feed hoppers for the handle applying mechae 
nisms, together with the feed hopper for the re 
inforcing strip mechanism may be brought to a 
position above the path of travel of the box 
blanks in the machine and adjacent a transverse 
platform such as has been described, and with 
the advantages I have noted above. Excessive 

, stooping, reaching and running about of the ma 
/ chine tender is thus rendered unnecessary. 

The mechanism then,- illustrated in Figures 8 
to 12, for applying the handles includes a primary 
hopper 13, in which a number of die cut handles 
'14 are placed in staggered or offset position. They 
are oriented in the hopper with the line of articu 
lation between ?aps lea and Nb parallel to the 
side walls of the primary hopper, and parallel to 
the direction of motion in which the handles are 
withdrawn from the primary hopper, as shown 
in Fig. 10. There is a continuously revolving pri 
mary underneath feed wheel 75, a frictional retard 
strip, and a primary overhead feed wheel ‘E6, 
having located on the circumference thereof a 
frictional surface feed pad ‘ll. There is a con~ 
tinuously moving underneath feed belt 18 with 
adjustable idler rollers ‘l9, as shown. There may 
also be an upper feed belt Bil (see Fig. 8). 
The shaft on which the primary overhead feed 

wheel is located is driven by a sprocket and chain 
from a shaft of the folding and gluing machine 
in conjunction with which my handle applying 
mechanism operates. The ratio is such that the 
primaryyoverhead feed wheel makes one revolu 
tion for each blank that comes from the gluing 
machine from which it is driven, so that in this 
manner for every blank that advances through 
the folding and gluing machine, one handle is 
fed out by the primary hopper mechanism, due 

~ to the fact that the frictionally surfaced pad 
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located on the circumference of the primary over 
head feed wheel engages the uppermost of the 
series of handles in the hopper, bringing it for 
ward between said pad and the continuously 
revolving primary underneath feed wheel. rI'he 
retard, which can be of rubber or other suitable 
material, prevents more than one handle being 
brought forward at a time. A gear drives the 
conveyor belt and as the handle is drawn forward 
in the manner described, the continuously mov 
ing underneath feed belt continues to carry the 
handle and deposit this in the secondary hopper. 
As the handle is deposited in this secondary hop 
per, it falls by gravity to the base of the hopper 
or to the top of any accumulated stack of handles 
that may be located in the secondary hopper. 
The secondary hopper 8i acts as a reservoir. 

Upon starting up the operation, a small stack of 
handles may be placed directly into the secondary 
hopper in addition, of course, to the handles 
placed in the primary hopper. Since, as previ 
ously explained, the primary hopper feeds out 
one handle for each blank that passes through 
the machine, it is obvious that whatever stack of 
handles may be initially placed in the secondary 
hopper will remain substantially equal in num 
ber; but if at any time the primary hopper should 
not function on one revolution, as for example, 
due to a slippage between the feed pad and the 
handle, the accumulated stack in the secondary 
hopper will still assure the handle being properly 
fed out for attachment to the blanks. 
A second function of the secondary hopper is 

the transfer of the handle from the position above 
the line of travel of the box blank, to a position 1 
below it. The upper end of the secondary hop 
per, in which the handles are deposited by the 
belt from the primary hopper, is located well 
above the line of travel of the blank, whereas the 
base of the secondary hopper, from which these 
handles are withdrawn,‘ is located below the line 
of the travel of the blank. 
The withdrawal of the handles from the sec 

ondary hopper and their positioning prior to 
application to the blank will now be described. 
Passing beneath the secondary hopper, there is 
a chain or chains 82, on which are located at 
spaced intervals lugs 33 (Fig. 9). The chain 
passes around the sprockets as shown, sprocket 
84 being driven by shaft 85 which, in turn, is 
geared to the gluing and folding mechanism itself 
as illustrated. The gear ratio is such that one 
of the aforementioned lugs 83 on the chain passes 
beneath the secondary feed hopper for each box 
blank that passes through the folding and gluing 
mechanism, thereby withdrawing from the, base 
of the secondary hopper one handle in timed rela 
tion to each blank. The opening or ori?ce of 
the hopper is of such width that not more than 
one handle at a time can be withdrawn by the 
lug. The lugs are preferably tapered on top to 
facilitate the removal of the bottom handle since 
the taper tends to lift the stack and separate it 
from the bottom handle. 
As the handles are carried along on chain 82 

by the lugs 83, they pass beneath the overhead 
glue applying device which is best illustrated in 
Figure 9. This device consists of a glue pot or 
reservoir 88, and a continuously revolving glue 
roll 8?. There may be a suitable scraper blade 
which controls the amount of ?lm on the glue 
roll. It is apparent that as the roll revolves, it 
will carry on its surface a ?lm of adhesive from 
the reservoir, this adhesive ?lm being transferred 
from glue roll 8?, to intermediate glue roller 88. 
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From this intermediate roller, the adhesive ?lm 
is, in turn, transferred to the larger revolving glue 
applying wheel 89, the lower edge of which wheel 
is so located as to apply a strip of adhesive to 
the upper surface of flap Illa of the handle, as 
the handle passes beneath the device. There are 
suitably spaced pads 9f! on the surface of the glue 
applying wheel to deposit the adhesive on the 
handles. The ratio of the circumference is 2 to 1 

, to the lug spacing, so that each pad istimed to 
one handle. 
The handles with adhesive applied to the up 

per surface of flap 14a continue to be moved for 
ward by the lugs on the chain; and, as best 
shown in Figures 9, 11 and 12, the handles now 
approach a receiving platform 9 I. This is mount 
ed for vertical reciprocation in suitable ways on 
.the machine frame. At its lowest position, it is 
aligned with the chain or chains 82 to receive 
the handle blanks therefrom. The chains re“ 
turn around sprockets 92 on a shaft 93. This 
shaft bears one or more cams 94 which actu 
ate ?ngers mounted in brackets $36. The ?ngers 
are pivoted to the brackets and have cam fol 
lowers 96 engaging the cams 94, under the in 
?uence of springs 91. As a handle blank [4 is 
delivered to the platform 9|, the fingers 95 en 
gage the edges of the handle, and because they 
are traveling somewhat faster, they move the 
handle blank forwardly away from the lugs 83 
as they return with the chain around the sprock 
et 92. The ?ngers also push the handle blank 
forwardly until its leading edge engages one 
or more pins 98. These pins are mounted in 
the platform 9| and are urged upwardly by 
springs 99, but are depressible downwardly, as 
will be understood. The ?ngers 95 remain in 
operative position, holding the handle securely 
against the disappearing pins 98 and retaining 
the handle blank in accurately located position 
to be applied to the box blank I5. It will be 
understood that fingers 95 return to inoperative 
position below level of handle on each cycle. 
As best seen in Figures 8 and 10, the box blank 

has been brought to a position directly overly 
ing the platform 9| by lugs Ian on a chain con 
veyor IOI. But at the platform, this conveyor 
returns over sprockets I02‘ on a shaft I03. An 
other conveyor I04 begins its conveying flight 
over sprockets I05 on the same shaft I83. While 
the conveyors IOI and I04 thus travel at the 
same speed, the lugs I06 on the latter are de 
synchronized with respect to the lugs on the 
former, so that the blank is left stationary in 
a position above the platform SI for a period 
of time dependent upon the relative spacing be 
tween lugs I00 and I66. By this arrangement, 
with no loss in the speed at which the box blanks 
are fed through the machine, a pause or stop is 
provided, during which pause or interval the 
handles are now applied, as will be described. 
As most clearly shown in Figure 11, meansv 

are provided to lift the platform 9| to bring the 
handle into contact with the box blank i5. At 
the same time a pressure member descends from 
above to press the handle and the box firmly to 
gether. The adhesive previously applied to the 
handle now ?rmly joins the handle to the box 
wall. The platform and the upper pressure mem 
ber are both preferably moved by toggle means, 
so that strong pressure may be applied. A tog 
gle arm I071, pivoted at one end to the platform 
9|, is pivoted at its other end to a toggle arm 
I08 which, in turn, is pivoted to a bracket I09 
on machine frame IIO. At the point where the 



13 
two toggle arms are pivoted together, an oper 
ating member I I I is likewise pivoted. This oper 
ating arm is slotted, as at I I2, to receive the shaft 
93; and a cam H3 is ?xed to this shaft. The 
cam reciprocates the member III through the 
medium of a cam follower IM thereon. This 
mechanism is preferably duplicated at each side 
of the platform, as most clearly indicated in 
Figure 12. 
The upper pressure member I I5 may be mount- 

ed in ways H6 on the frame of the machine. A 
toggle arm II‘! is pivoted to the pressure mem 
ber and to another toggle arm I I8 which, in turn. 
is pivoted to a bracket H9 on an overhead rail 

' I29 of the machine. At the common pivot point 
of the two toggle arms, there is preferably a 
cam follower I2I in the form of a roller. This 
bears against a cam I22 ?xed on a shaft I23 
journaled in brackets I 24 on the rail I20. The 
shafts 93 and I23 rotate in synchronism. 
The path of travel of the box blank I5 is suf 

?ciently above the surface of the platform 9| 
in its lowermost position to permit the handle 
blankv It to be positioned, as hereinabove de 
scribed. When the platform 9I is raised, the 
pins 98 are depressed by the box blank, but they 
serve accurately to position the handle blank un 
til it is applied to the box blank. The pressure 
application of the handle blank, of course, is 
timed to occur during the pause aforesaid of 
the box blank I5; and the pressure is released 
prior to' the picking up of the box blank by the 
lugs I06 on the conveyor I04. The platform 9| 
descends, leaving the handle blank in adhesive 
union with the box blank, and the two then 
move forwardly on the conveyor I84. 

Since, as hereinabove described, a handle 
blank is to be attached to the box blank at each 
side of the blank, the mechanism illustrated and 
described in connection with Figures 8 to 12 in 
clusive will be duplicated on each side of the 
box making machine, as will be readily under 
stood. 
Modi?cations may be made in my invention 

without departing from the‘ spirit of it. Having 
thus described my invention, what I claim as new 
and desire to secure by Letters Patent is: 

l. A method of securing an auxiliary member 
to a box blank which comprises continuously 
moving said box blank in a planar path of travel, . 
moving said auxiliary member into a predeter“ 
mined position beneath the path of travel of said 
box blank, moving said auxiliary member up 
wardly into the path of travel of said blank in 
timed relation to the passage of said blank above 
said predetermined position, and contacting and 
securing said auxiliary member to a predeter 
mined surface area of said blank all while said 
blank is in said planar path of travel. 

2. The method of securing a pre-diecut mem 
ber to a box blank which includes conveying said 
blank along a path of travel, feeding said mem 
ber from above said path of travel into a position 
in part at least to underlie said blank in substan 
tial parallelism to said path of travel, accurately 
locating said member, and when the blank has 
moved to a position to receive it, raising said 
member bodily up to the said path of travel, ad 
hesive having been introduced between the meet 
ing surfaces of a portion of said member and a 
predetermined surface area of said blank. 

3. The method of securing a pre-diecut mem 
ber to a box blank which includes conveying said 
blank along a path of travel, feeding said mem 
her from above said path of travel into a position. 
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in part at least to underlie said blank in substane 
tial parallelism to said path of travel, accurately 
locating said member, and when the blank has 
moved to a position to receive it, raising said 
member bodily up to the said path of travel, ad 
hesive having been introduced between the meet 
ing surfaces of a portion of said member and a 
predetermined surface area of said blank, there 
after applying pressure to the blank and mem~ 
ber to secure adhesion, the juncture of said blank 
and member and the application of pressure 
thereto occurring during continued movement of 
said blank. 

ll. The method of securing a pre-diecut mem 
ber to a box blank which includes conveying said 
blank along a path of travel, feeding said mem 
ber from above said path of travel into a position 
in part at least to underlie said blank and in 
substantial parallelism to said path of travel, 
accurately locating said member, and when the 
blank has moved to a position to receive it, rais 
ing said member bodily up to the said path of 
travel, adhesive having been introduced between‘ 
the meeting surfaces of a portion of said member 
and a predetermined surface area of said blank, 
thereafter applying pressure to said blank and 
member to secure adhesion, the juncture of said 
blank and member and at least a portion of 
the said application of pressure occurring when 
said blank is stationary. 

5. A method of securing a plurality of auxiliary 
members to individual box blanks which com 
prises continuously moving a succession of said 
box blanks in a planar path of travel, moving 
said auxiliary members in pairs from different 
points of origin into predetermined positions he 
neath said path of travel, moving said auxiliary 
members upwardly into the path of travel of 
said blanks in timed relation to the passage of 
.said blanks above said predetermined positions, 
and contacting and securing said auxiliary mem 
bers to said blanks, all while said blanks are in 
said planar path of travel. ' 

6. The method of securing a plurality of pre- 1 
diecut members to individual box blanks which 
includes conveying a succession of said blanks 
along av path of travel, feeding said members 
from above ‘said path of travel into predeter 
mined position substantially parallel to and be 
neath said path of travel, and at timed intervals 
in relation to the conveying of said blanks, rais 
ing said members bodily up to the said path of 
travel, and adhesively securing said members to 
said blanks, the path of travel of said members 
in approaching said predetermined position be 
ing in part at least tranverse the path of travel 
of said blanks. 

7. The method of securing a plurality of pre 
diecut members to individual box blanks which 
includes conveying a succession of said blanks 
along a path of travel, moving said members in 
pairs from different points of origin into prede 
termined positions substantially parallel to and 
beneath said path of travel and at timed inter 
vals in relation to the conveying of said blanks, 
raising these members 'up to the line of travel 
and securing portions thereof to predetermined 
surface areas of said blanks, the path of travel 
of said members crossing the path of travel of 
said blanks and said members being fed from 
above to below the blank path of travel in the 
intervals between blanks in said succession. 

8. In a box making method the steps of moving 
a box blank along a path of travel, said blank 
having a pair of walls in articulation along a 
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score line, moving a ‘scored member into posi 
tion to be applied to said blank with its score 
line substantially parallel to and in a position 
to coincide with the said score line in said blank, 
and, when the blank and member have attained 
a predetermined position, adhesively securing 
said member to one of the walls of said blank, 
thereafter folding both said member on its score 
line and the other wall of said blank on said ?rst 
mentioned score line, 

9. In a box making method the steps of moving 
a box blank along a path of travel, said blank 
having a pair of walls in articulation along a 
score line, moving a scored member into posi 
ticn to be applied to said blank with its score line 
substantially parallel to and in a position to 
coincide with the said score line in said blank, 
and, when the blank and member have attained 
a predetermined position, adhesively securing 
said member to one of the walls of said blank, 
thereafter folding both said member on its score 
line and the other wall of said blank on said ?rst 
mentioned score line, said last named folding 
being simultaneous, and in the same direction. 

10. The method of folding an outfold box 
blank and securing an auxiliary member there 
to, which includes conveying said blank along 
a path of travel, said blank having a main panel 
and side and end walls, said side walls having 
diagonal score lines and attachment flaps, fold 
ing said side walls on said diagonal score lines, 
moving said member into a predetermined posi~ 
tion beneath said path of travel, and at timed 
intervals in relation to said blanks, raising said 
member up to the line of travel, securing a por 
tion thereof to said main panel, and thereafter 
folding the end walls of said blank inwardly. 

1,1. The method of folding an outfold box 
blank and securing an auxiliary member thereto, 
which includes conveying said blank along a path 
of travel, said blank having a main panel and 
side and end walls, said side walls having di 
agonal score lines and attachment flaps, folding 
said side walls on said diagonal score lines, mov~ 
ing said member into a predetermined position 
beneath said path of travel, and at timed inter 
vals in relation to said blanks, raising said mem 
ber up to the line of travel, securing a portion 
thereof to said main panel, and thereafter fold 
ing the end walls of said blank inwardly, said , 
auxiliary member having a portion extending 
across an end wall of said blank, and folding said 
extending part of said member inwardly to over 
lie said infolded end wall. 

12. The method of folding an infold box blank ;; 
and securing an auxiliary member thereto, which 
includes conveying a blank along a path of 
travel, said blank having a main panel and side 
and end walls, said side walls having diagonal 
score lines therein and said end walls having at 
tachrne'nt ?aps, folding in said side walls with 
reverse folding on said diagonal score lines, fold 
ing in said attachment flaps, moving said mem~ 
her into predetermined position beneath said 
path of travel, and at timed intervals in rela 
tion the travel of said blank raising said mem— 
bers up to the path of travel, adhesively secur~ 
ing said member to said main panel, and there 
if ‘ er lg end walls of said blank inwardly. 

The method of folding an infold box blank 
and securing an auxiliary member thereto, which 

hides conveying a blank along a path of travel, 
‘ck having a main panel and side and 

~ , said side walls having diagonal score 

therein and said end walls having attach 
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ment flaps, folding in said side walls with reverse 
folding on said diagonal score lines, folding in 
said attachment ?aps, moving said member into 
predetermined position beneath said path of 
travel, and at timed intervals in relation to the 
travel of said blank raising said members up to 
the path of travel, adhesively securing said mem 
ber to said main panel, and thereafter folding 
end walls of said blank inwardly, said member 
having a portion extending across an end wall 
of said blank, and folding said extending part 
of said member inwardly to overlie said infolded 
end wall. 

14. The method claimed in claim 11 wherein 
.v, said member is fed from a position above to a 

position below the path of travel of said blank 
in a direction crossing the path of travel of said 
blank prior to the movement of said blank past 
said crossing point. 

15. The process claimed in claim 11 wherein 
the said member approaches its predetermined 
position in a direction transverse the path of 
travel of said blank. 

16. The method claimed in claim 12 wherein 
said member is fed from a position above to a 
position below the path of travel of said blank in 
a direction crossing the path of travel of said 
blank prior to the movement of said blank past 
said crossing point. 

17. The process claimed in claim 12 wherein 
the said member approaches its predetermined 
position in a direction tranverse the path of 
travel of said blank. 

18. A process of folding collapsible box blanks 
P having walls in articulation, which process com 

prises moving the box blanks in a path of travel, 
attaching handle elements to certain walls there 
on in such fashion that such handle elements ex 
tend across adjacent walls, folding walls of said 
box including the walls across which said handle 
elements extend, and folding said handle ele 
ments concurrently with said walls. 

19. In a box making machine, means for con 
tinuously moving box blanks in a predetermined 
planar path of travel, a platform located beneath 
and substantially parallel to said planar path 
of travel, means for delivering an auxiliary mem 
ber to said platform, and means acting in timed 
relation to the movement of said blank for rais 
ing said auxiliary member to bring it into contact 
with the moving box blank. 

‘20. In a box making machine, means for mov 
ing box blanks in a path of travel, a platform 
located beneath said path of travel, means for 
delivering an auxiliary element ?atwise to said 
platform in timed relationship with the move 
ment of said blanks, and means for raising said 
auxiliary element flatwise to bring it in contact 
with a ?at portion of a box blank, said means 

I comprising rotary means located above and be 
low said path of travel and acting in timed re 
lationship to raise said element from said plat 
form and press it against a box blank while the 
box blank is in motion, whereby the said element 
is positioned for attachment to the blank. 

21. in a machine for applying handle elements 
to box blanks, means for moving said box blanks 
in a predetermined path of travel, means for 
halting said blanks during their travel, a mov 
able platform beneath the point at which said 
box blanks are halted for positioning handle 
elements for attachment to the halted blanks, 
means for delivering the handle elements to said 
platform, means acting when said blanks are 
halted to move said platform upwardly so as to 
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bring said handle elements into contact with said 
blanks, and pressure means positioned above said 
halted blanks and movable downwardly for con 
tact with the blanks, said pressure means acting 
in timed relation with the upward movement of 
the platform moving means to press said blanks 
and said handle elements together while sup 
ported by said platform. 

22. In a machine for applying and securing 
separate elements to box blanks, a frame, means 
on said frame for maintaining a series of said 
elements and feeding them individually, means 
on said frame for moving said elements in a pre 
determined path, means to move box blanks in 
spaced relationship in a path of travel lying in 
part at least beneath said frame, a platform lo 
cated beneath said pathof travel, and’ means for 
moving said frame so as to deliver an element 
to said platform in the intervals between blanks 
and to remove said frame from the path of travel 
during the passage of blanks to a position above 
said platform. 

23. In a machine for applying separate ele 
ments to box blanks, a frame, means on said 
frame for maintaining a series of said elements 
and feeding them individually, means on said 
frame for moving said elements in a predeter 
mined path, means to move box blanks in spaced 
relationship in a path of travel lying in part at 
least beneath said frame, a platform located 
beneath said path of travel, and means for mov 
ing said frame so as to deliver an element to said 
platform. in the intervals between blanks and to 
remove said frame from the path of travel dur 
ing the passage of blanks to a position above said 
platform, in combination with rotary means for 
lifting an element from said platform and press 
ing it against a box blank moving thereabove, 
whereby said element is positioned for attach 
ment to the blank. 

24. In a machine of the class described, means 
for moving box blanks in a path of travel, means 
for halting box blanks therein, means beneath 
the point at which box blanks halt for position 
ing elements to be applied thereto, means for de 
livering said elements to said positioning means 
in timed relationship with said blanks, means for 
raisingsaid positioning means to bring said ele 
ments into contact with said blanks, and means 
for pressing said elements against said blanks, 
said means for delivering said elements to said 
positioning means comprising means for causing 
said elements to move in a path of travel trans 
verse the path of travel of said blanks and fur~ 
ther including means for applying adhesive to 
said elements. 

25. In a machine for applying and securing 
elements to box blanks, means for conveying 
spaced box blanks in a path of travel, a pivoted 
frame having an end which, by means of said 
pivot, can extend to a position crossing said path 
of travel and also can extend to a position wholly 
above said path of travel, a platform located be 
neath said path of travel, means on said frame 
for feeding elements, moving them and applying 
adhesive to them, a. platform located beneath 

' said path of travel, and timed means for rocking 
said frame on. its pivot whereby to cause it to 
deliver elements to said platform in the inter 
vals of blank movement along said ?rst mentioned 
moving means. 

26. In a machine for making infolded knock 
down handle boxes, means for moving box blanks 
in a path of travel, means for infolding said box 
blanks, means above said path of travel to apply 
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a reinforcement to the upper sides of said blanks 
in said path of travel, means for positioning han 
dle blanks below said path of travel, and timed 
means for applying said handle blanks upwardly 
against said box blanks, whereby said elements 
are positioned for attachment to said blanks. 

27. In a handle applying mechanism for use 
in a machine in which box blanks are caused to 

. move in a path of travel, a platform located be 

10 neath said path of travel, timed means for rais~ 
ing and lowering said platform, means for de 
livering handle elements to said platform, means 
for positioning said handle elements thereon, 

. pressure means, and timed means for causing said 
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pressure means to descend from above at the 
time said platform raises whereby to exert pres 
sure on. said box banks and said handles, whereby 
said handle elements are positioned for attach 
ment to said blanks. 

28. In a handle applying mechanism for use in 
a machine in which box blanks are caused to 
move in a path of travel, a platform located be 
neath said path of travel, timed means for rais~ 
ing and lowering said platform, means for deliv 
ering handle elements to said platform, means for 
positioning said handle elements thereon, pres— 
sure means, and timed means for causing said 
pressure means to descend from above at the 
time said platform raises whereby to exert pres 
sure on said box blanks and said handles, the 
means for delivering said handles to said plat 
form comprising hopper means for retaining a 
supply of handles, means for feeding handles 
from said hopper in a direction transverse to the 
path of movement of said box blanks, and means 
along said path of movement to apply adhesive to 
said handle blanks. 

29. In a handle applying mechanism for use 
in a machine in which box blanks are caused to 
move in a path of travel, a, platform located be 
neath said path of travel, timed means for rais 
ing and lowering said platform, means for deliv 
ering handle elements to said platform, means 
for positioning said handle elements thereon, 
pressure means and timed means for causing said 
pressure means to descend from above at the 
time said platform raises whereby to exert pres 
sure on said box blanks and said handles, the 
means for delivering said handles to said plat 
form comprising hopper means for retaining a 
supply of handles, means for feeding handles from 
said hopper in a direction transverse to the path 
of movement of said box blanks, and means along 
said path of movement to apply adhesive to said 
handle blanks, and further means comprising a 
hopper, means for feeding handle blanks from 
said hopper and for moving them in a direction 
of- motion transverse to the first named direction 
of motion and for delivering them to the ?rst 
named hopper. ' 

30. A machine for making box blanks and se 
curing auxiliary members thereto and compris 
ing in combination means for conveying said 
blanks along a path of travel, means for folding 
said blanks, means for moving auxiliary mem 
bers into predetermined position beneath and 
substantially parallel to said path of travel, means 
to apply adhesive to one of the meeting surfaces 
of the members and blanks, timed means to raise 
said members bodily up to the path of travel of 
said blanks, and opposed means acting simul— 
taneously from above to press said blanks and 
members together, said raising and pressure 
means retracting su?iciently to permit move 
ment of the blank and the attached member. 

31. The method of attaching a separate die cut 
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member to a box blank which includes conveying 
said blank along a planar path of travel, bring 
ing said member in ?at condition to rest in posi 
tion on a support located beneath and substan 
tially parallel to said planar path of travel, and 
when a predetermined area of said blank has been 
conveyed. over said support raising said member 
from said support ?atwise into contact with the 
under surface of said blank, and securing it there 
to. 

32. The method of attaching die cut handles to 
the body of a box blank, which includes conveying 
said blanks along the line of travel, applying an 
adhesive coating to portions of said handles and 
positioning said handle; on a support ‘with the 
coated portion thereof extending therefrom, and 
raising said extending portion by pressure from 
beneath in timed relationship to the passage of 
said blank, whereby said extending portion of 
pieces and desired surface areas of the blank are 
brought into contact with each other. 

33. A method of making one-piece boxes in 
knocked down form with lid attached, which con 
sists of moving a cut and creased blank having a 
main bottom panel, ‘with a front wall, rear wall, 
and two side walls articulated thereto, and to 
which rear wall is articulated a lid panel having 
a front wall and two side walls, and ‘as the blank 
is moved along adhesively joining the walls at the 
four upper corners and also :adhesively combining 
separate die cut handles to the outer surfaces of 
said bottom panel and lid panel and applying 
pressure thereto to secure adhesion. 

34. One method of forming a one-piece box 
having handles attached to both the lid and the 
bottom panel, which consists in moving a blank 
for such box laterally so that the respective end 
Walls thereof extend in the direction of motion, 
said blanks having infolded walls overlying the 
blank bottom, intermittently feeding in timed re 
lation to said blank movements a pair of separate 
die ‘cut handles from beneath to a position of sub 
stantially parallelism to Said blanks, said handles 
having adhesive applied to portions thereof, and 
raising said adhesive coated portion of said 
handles into contact with predetermined areas of 
the under surface of the blank ‘while maintaining 
said parallelism and applying pressure thereto to 
secure adhesion. 

35. In a machine for making knocked down l. 
boxes with handles attached, in combination, 
means for conveying along a path of travel, box 
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blanks having a bottom panel and a lid panel, 
both of which panels have front walls and side 
walls articulated thereto and the lid panel being 
foldably connected to the rear wall of the bot 
tom, means for folding in one pair of opposite 
walls, means for moving die cut handles in to 
predetermined position beneath said path of 
travel, timed means for raising said handles up 
to the path of travel, and means for securing por 
tions of handles to said bottom and lid panels, 
and means for folding in the remaining pair of 
opposite walls. 

36. The method. of making one-piece boxes in 
knocked down form which comprises providing a 
prepared blank having a bottom panel and lid 
panel, both of which panels have a front wall 
and side walls. articulated thereto, the lid panel 
being foldably connected to the rear wall of the 
bottom, moving said blank along and folding the 
walls, adhesively securing ?aps articulated to one 
pair of opposite ‘walls to the remaining pair of op 
posite walls, and securing a pair of die cut handles 
respectively to the under surface of the bottom 
and lid panels, adjacent to the line of articula 
tion of the front walls of said lid and bottom 
panels, While the blank is positioned to move 
parallel to said lines of articulation. 

SAMUEL BERGSTEIN. 
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