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This invention relates to bags and in particular to bags 
arranged for facilitated dispensing. 

Bags, such as for use by a housewife, have conven 
tionally been provided as separate bags retained in a suit 
able container to be withdrawn by the housewife one at a 
time as desired. In one improved arrangement, the bags 
are arranged in a continuous strip to be torn seriatim 
therefrom. A serious problem arises, however, in such 
strip arranged bags, namely the difficulty of opening the 
bag torn from the strip as the confronting surfaces there 
of are urged into facial engagement and resist separation, 
making it di?icult for the housewife to open the bag. This 
problem is aggravated where the bags are formed of a 
material such as polyethylene plastic having electrostatic 
characteristics causing adhesion of the confronting sur 
faces. " 

Another disadvantage of the presently known strip 
arranged bags is the formation thereof from tubular stock 
which is relatively costly and dit‘?cult to control during 
the bag forming operations. 
The present invention comprehends a new and im 

proved method of forming a tear-off bag supply whereby 
the supply is arranged for facilitated individual dispensing 
of the bags as desired. 
Another object of the invention is to provide a method 

of forming a tear~olf bag supply wherein means are pro 
vided for facilitated opening of the individual bags. 
A further object of the invention is to provide such a 

method of forming a tear-off bag supply including the 
steps of cutting the elongated sheet along the longitudinal 
centerline to form a pair of ribbons having confronting 
?rst edges and outer second edges, folding each ribbon 
along a line extending longitudinally thereon and closely 
spaced from the longitudinal centerline of the ribbon to 
de?ne a pair of facially juxtaposed portions with the first 
edges transposed from the longitudinal centerline of the 
sheet to outwardly beyond the centerline of the ribbon, 
joining the ribbon portions along a plurality of trans 
versely extending lines spaced longitudinally of the ribbon 
to de?ne a series of bags opening toward one edge of the 
ribbon, and providing means in the ribbon at the lines for 
facilitating tearing of the ribbon transversely thereacross 
with the portions of the ribbon adjacent the tear remain 
ing joined to de?ne the sides of bags successively’ dispensed 
from the supply. 

Still another object of the invention is to provide such 
a method of forming a tear-off bag supply including the 
further steps of placing a marking band at the longitudinal 
centerline of the elongated center sheet of plastic material 
prior to‘ the cutting thereof whereby each of the ?rst edges 
of the ribbons includes a portion of the marking band for 
presenting a different visual aspect from the remainder of 
the bag to facilitate location of this edge by the user dur 
ing use of the bag. ‘ 

Other features and advantages of the invention‘ will be 
apparent from the following description taken in connec 
tion with the accompanying drawings wherein: 

FIG. 1 is a fragmentary perspective view illustrating 
the formation of a strip of plastic bags by method em 
bodying the invention; j 

FIG. 2 is a fragmentary elevation of the strip illustrat 
ing the facilitated dispensing of a bag therefrom; 

FIG. 3 is an elevation of a dispensed bag; 
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FIG. 4 is a transverse section taken substantially along 

the line 4i——d of FIG. 3; 
FIG. 5 is a fragmentary longitudinal section taken sub 

stantially along the line 5-5 of FIG. 3; and , 
FIG. 6. is an elevation of a modi?ed form of bag‘em 

bodying the invention providing for facilitated use as a 
garbage can liner. 

In the exemplary embodiment of the invention as‘dis 
closed in FIGS. 1-5 of the drawing, an elongated plastic 
sheet it! of a'suitable material, such as polyethylene plas 
tic, is provided in the form of a roll 11 for forming a pair 
of ribbons l2 and 13 of seriatim connected bags 14. 

In illustrating the‘invention, an apparatus 15 is shown 
for use in performing the different steps in the forming 
of the bags 14; it is to be understood that theapparatus 
15 is exemplary only andvariations of the mechanism 
illustrated may be employed for performing these steps. 
As shown in FIG. 1, the ?rst step in forming the bags 14 
comprises the application of a marking ink in the form . 
of a band 16 to the upper surface of the sheet 10. lllus 
tratively, the band 16 may be applied by an inking roller 
17 bearing against the upper surface of the sheet, the 
sheet being held by a subjacent roller 18 bearing against 
the under surface of the sheet. A conventional ink de~ 
livery roller 19 may be employed for delivering ink to the 
inking roller 17 in the conventional manner. 

Subsequent to the placement of band 16 on the sheet, 
the sheet it) is cut into two ribbons 2t} and 21 by a pair 
of confronting serrated cutters 22 and 23 longitudinally 
aligned with the center of the sheet. Thus, the ribbons 
have either confronting edges 24- and 25 both inked and 
serrated when they pass from the cutters‘ 2-2 and 23. 
The next step in the forming of the bags M as illus 

trated in FIG. 1 comprises the folding over of the respec 
tive ribbons by suitable guides 26 and 27. As shown, the 
ribbons are folded by the guides 26 and 27 along a line 
displaced from the longitudinal centerline thereof so that 
the edges 24 and 25' are displaced inwardly of the outside 
edges 2% and 29 of, the ribbons. . ‘ 
From the folding guides, the folded ribbons ‘are next 

passed to suitable means for bonding the sheets at longitu 
dinally spaced intervals. along transversely extending 
bands 36! thereby de?ning closed side portions of the suc 
cessive partially formed bags. As indicated above, the 
sheet ft? may comprise a thermoplastic material such as 
polyethylene and, thus, the facial joining of the confront 
ing surfaces of the ribbons to de?ne the bands 36 may be 
effected by suitable heated cylindrical‘ members 31 and 
32 having projecting sealing ribs 33 circumferentially 
spaced corresponding to the desired bag width. , 
From the band forming means, the ribbons are de 

livered to perforating means herein illustratively compris 
ing toothed cylinders 34 and 35 co-operating respectively 
with grooved cylinders 36 and 37. The teeth 33 of the 
cylinders 34 and 35 are arranged linearly transversely 
across the cylinders and the rows thereof are spaced cir 
cumferentially in accurate correspondence withthe spac~ 
ing of the ribs 33 of the rollers 31 and 32 so as to perforate 
the ribbons 2d and 21 on a line bisecting the bands 3i; 
whereby one-half of each band 39 de?nes the closed side 
3% of a preceding bag and the other half of the band 3t? 
de?nes the closed side39 of a succeeding bag. It should 
be noted that the mid~portion 4d of each bag M is spaced 
substantially from the bands 3%} and the perforations 41 
therein provided by the teeth 33 whereby the facially 
confronting portions of the bag may remain substantially 
free from surface engagement with each other at the edge 
24 (25) assure a facilitated opening of the bag subsequent 
to its removal from the strip. \ 
To assure accurate alignment of the perforations 41 and 

bands 30 and to provide synchronization of the apparatus 
115 as a whole, suitable drive means, such as chain drives 
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42 and 43, may be provided for driving the apparatus 15 
from a suitable drive means such as motor 44. 

In utilizing the bags 14, the housewife as shown in 
FIG. 2 merely grasps the end bag and tears across the 
strip along the line de?ned by the perforations 41 to sep 
arate the end bag from the remainder of the strip. Dur 
ing this separating operation, the projecting edge portion 
45 of the bag may be grasped, obviating gripping of the 
confronting surfaces of the mid-portion 40 of the bag 
thereby permitting the bag to remain open at the edge 
24 (25). 
The serrated arrangement of the edge 24 (25) facili 

tates the opening of the bag for insertion of material 
thereinto. The marking of the edge 2d (25) further 
facilitates the opening of the bag, particularly where the 
plastic material comprises thin transparent material such 
as conventional polyethylene sheeting. 

Referring now to FIG. 6, a modi?ed form of bag 114 
is shown to comprise a bag generally similar to bag 14 
but having an opening 146 therein permitting air to pass 
therethrough. Thus, the bag 114 may be installed in a 
garbage can by inserting the bag coaxially therethrough 
and draping the uper end of the bag over the upper 
edge of the garbage can whereby the bag hangs down 
wardly therefrom to the bottom of the garbage can. 
When garbage is dropped into the bag, the bag enlarges 
laterally to accomomdate the garbage and the air between 
the bag and the inner surface of the garbage can walls is 
displaced upwardly and outwardly through the opening 
1-46. Thus, garbage may be added to the bag to substan 
tially ?ll the entire interior of the can. 

While I have shown and described certain embodiments 
of my invention, it is to be understood that it is capable 
of many modi?cations. Changes, therefore, in the con 
struction and arrangement may be made without depart 
ing from the spirit and scope of the invention as de?ned 
in the appended claims. ’ 

I claim: 
1. The method of forming a supply of plastic bags 

wherein the bags are arranged for facilitated individual 
dispensing, comprising the steps of: placing a marking 
band at the longitudinal centerline of an elongated sheet 
of plastic material; cutting the elongated sheet along the 
longitudinal centerline to form a pair of ribbons having 
confronting ?rst edges and outer second edges, each of said 
?rst edges including a portion of said marking fold 
ing each ribbon along a line extending longitudinally 
thereof and closely spaced from the longitudinal center 
line or" the ribbon to de?ne a pair of facially juxtaposed 
portions with said ?rst edges transposed from said longi 
tudinal centerline of the sheet to outwardly beyond said 
centerline of the ribbon; joining the ribbon portions along 
a plurality of transversely extending lines spaced longi 
tudinally of the ribbon to de?ne a series of bags opening 
toward one edge of the ribbon; and providing means in 
the ribbon at said lines for facilitating tearing of the rib 
bon transversely thereacross with the portions of the rib 
bon adjacent the tear remaining joined to de?ne the sides 
of bags successively dispensed from the supply. 
, 2. The method of forming a supply of plastic bags 
wherein the bags are arranged for facilitated individual 
dispensing, comprising the steps of: cutting the elongated 
sheet along the longitudinal centerline thereof to form 
a pair of ribbons having confronting ?rst edges and outer 
second edges; folding each ribbon along a line extending 
longitudinally thereof and closely spaced from the longitu 
dinal centerline of the ribbon to de?ne a pair of facially 
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juxtaposed portions with said ?rst edges transposed from 
said longitudinal centerline of the sheet to outwardly be 
yond said centerline of the ribbon; joining the ribbon por 
tions along a plurality of transversely extending lines 
spaced longitudinally of the ribbon to de?ne a series of 
bags opening toward one edge of the ribbon; and provid 
ing means in the ribbon at said lines for facilitating tear 
ing of the ribbon transversely thereacross with the portions 
of the ribbon adjacent the tear remaining joined to de 
?ne the sides of bags successively dispensed from the 
supply. 

3. The method of forming a supply of plastic bags 
wherein the bags are arranged for facilitated individual 
dispensing, comprising the steps of: placing a marking 
band at the longitudinal centerline of an elongated sheet 
of plastic material; cutting the elongated sheet along the 
longitudinal centerline to form a pair of ribbons having 
confronting ?rst edges and outer second edges, each of 
said first edges including a portion of said marking band 
and being toothed; folding each ribbon along a line ex 
tending longitudinally thereof and closely spaced from 
the longitudinal centerline of the ribbon to de?ne a pair 
of facially juxtaposed portions with said ?rst edges trans 
posed from said longitudinal centerline of the sheet to 
outwardly beyond said centerline of the ribbon; and join 
ing the ribbon portions along a plurality of transversely 
extending lines spaced longitudinally of the ribbon to de 
?ne ‘a series of bags opening toward one edge of the 
ribbon. 

4. The method of claim 3 wherein said ?rst edges are 
spaced from said centerline of the ribbon a distance 
smaller than the spacing of said outer edges from said 
centerline of the ribbon. 

5. The method of forming a supply of plastic bags 
wherein the bags are arranged for facilitated individual 
dispensing, comprising the steps of: cutting the elongated 
sheet along the longitudinal centerline to form a pair of 
ribbons having confronting ?rst edges and outer second 
edges; folding each ribbon along a line extending longitu 
dinally thereof and closely spaced from the longitudinal 
centerline of the ribbon to define a pair of facially juxta 
posed portions with said ?rst edges transposed from said 
longitudinal centerline of the sheet to outwardly beyond 
said centerline of the ribbon; and joining the ribbon por 
tions along a plurality of transversely extending lines 
spaced longitudinally of the ribbon to de?ne a series of 
bags opening toward one edge of the ribbon, said first 
edges being spaced from said centerline of the ribbon a 
distance smaller than the spacing of said outer edges from 
said centerline of the ribbon. 
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