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CAN PACKAGING MACHINE 

Edwin L. Arneson, Morris, Ill., assignor to Federal Paper 
Board, Company, lino, Bogota, N.Ii., a corporation of 
New York 

Filed Oct. 23, 1962, Ser. No. 232,544 
13 Claims. (Cl. 53-48) 

This invention relates to packaging and is particularly 
concerned with improvements in machines for enclosing 
generally cylindrical articles such as cans in a paperboard 
wrapper which is foldable about the articles to provide 
an open ended paperboard packaging unit. 

In the completed condition of the packaging unit as 
turned out by the machine, the paperboard wrapper is 
disposed in wrap-around or banded, snugly encircling, 
but open ended relation to a generally rectangular group 
of the articles, arranged on end and in side-by-side rela 
tion to one another, provision being made to resist end 
wise displacement of the articles from the packaging band 
by engaging the upper and lower rounded beaded edges 
of at least the end articles in nested relation in center 
apertures which are longitudinally spaced along the top 
and bottom of the paperboard wrapper. 

It is a general object of the invention to provide a 
machine having conveyor mechanisms which are adapted 
to advance successive Wrapper blanks, formed of fold 
able paperboard material, to a position where the blanks 
are assembled with a plurality of cans or other cylindrical 
articles, the articles being arranged in row forming rela 
tion and being disposed with their ends in engagement 
with a wall forming member of the blank and mecha 
nism for thereafter progressively folding the adjoining 
wall forming members of each wrapper into article en 
gaging relation, compacting the assembly and securing 
the wrapper so as to enclose the articles in the wrapper 
and form a package. 

It is a more speci?c object of the invention to provide 
an apparatus for enclosing in a foldable paperboard blank 
a generally rectangular group of cans or similar objects, 
arranged on end and in side-by-side relation to one an 
other, wherein t-he wrapper blank is adapted to be sup 
plied in opened out, unfolded condition, with crease lines 
dividing the same into a plurality of hingedly connected 
wall forming panels, certain of the panels providing ex 
terior walls for the package and other panels providing 
longitudinally extending can separating and anchoring 
partition forming panel members which are integral with 
the top and/or bottom walls of the container, which are 
folded inwardly so that they are disposed between the 
rows of cans in the form of longitudinally extending ribs 
having a V-shaped cross section and which have aper 
tures cut therein for receiving top and bottom edge por 
tions of the cans so as to ?rmly anchor the cans against 
movement either vertically or longitudinally of the con 
tainer, and with the rows of cans tightly tied together 
by connecting ?aps which are cut from the top and bot 
tom walls, the flaps each extending in the plane of the 
wall from which they are taken so as to bridge the par 
tition member and secure together in connected wall 

- forming relation the two wall sections which result when 
the partition forming members are folded inwardly, the 
apparatus comprising a conveyor mechanism adapted to 
advance successive wrapper blanks which are placed 
thereon to an article feeding mechanism at an article 
feeding station, which article feeding mechanism groups 
two rows of the articles in side-by-side relation and as~ 
sembles the same with their ends in engagement with 
one of the wall panels of the wrapper blank. The blank 
and can assemblies are advanced with the two rows of 
cans separated by a center spacer member to plow mem 
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bers associated with the conveyor mechanism which are 
adapted to engage laterally projecting end portions of 
the wrapper blanks and progressively fold the same into 
wall forming, article enclosing relation, the assemblies 
are moved beyond the row separating device and the 
longitudinal partition forming panels are folded between 
the rows of articles by traveling lugs arranged on endless 
chains disposed at the top and bottom of the conveyor 
carrying the assemblies, the rows of cans are moved 
laterally into tight engagement with the longitudinal par 
titions and the connecting ?aps at the top and bottom 
walls are glued and folded into position so as to bridge 
the partition members and tightly secure together in Wall 
forming relation the two wall sections from which the 
partition forming panels are inwardly folded. 

These and other objects and advantages of the inven 
tion will be apparent from a consideration of the appa 
ratus which is shown ‘by way of illustration in the accom 
panying drawings wherein: 
FIGURES 1 and 1A constitute a plan view of a pack 

aging machine having incorporated therein apparatus 
which embodies the principal features of the present in 
vention, portions of the machine being broken away and 
other portions being omitted; 
FIGURES 2 and 2A constitute a side elevation of the 

machine shown in FIGURES 1 and 1A with portions 
broken away and other portions omitted; 
FIGURE 3 is an enlarged plan view of a portion of 

the apparatus shown in FIGURE 1A; 
FIGURE 4 is an enlarged elevation of the apparatus 

shown in FIGURE 3; 
FIGURE 5 is a cross section taken on the line 5—5 of 

FIGURE 4, with portions broken away; 
FIGURE 6 is a cross section taken on the line 6—6 

of “FIGURE 4, with portions broken away; 
FIGURE 7 is a perspective view of the completed 

package unit produced by the machine; and 
FIGURE‘8 is a plan view of a cut and scored wrapper 

blank employed in forming the package unit of FIGURE 
7 on the machine. 
The machine which is illustrated in the drawings is 

particularly adapted to packaging a group of cylindrical 
articles, such as cans of food, beverages, or other mer 
chandise of cylindrical outline, in an open ended con 
tainer or wrapper formed by folding and securing a cut 
and scored blank of paperboard or similar sheet material 
about the articles. 
A typical form of multi-uni-t can package, which is 

adapted to be produced on the machine, is illustrated in 
FIGURE 7. The package comprises a group of cans 10 
arranged in double row formation with three cans in each 
row and enclosed in a tubular wrapper which is formed 
of a blank 11 illustrated in FIGURE 8. The machine 
is, of course, not limited to production of the package 
shown in FIGURE 8 but other packages of a similar 
nature may be formed thereon. 
The wrapper or carton blank 11 is initially supplied 

to the machine in a ?at, opened out condition as illus 
trated in FIGURE 8, with the blank being cut and scored 
or creased on the parallel transverse lines 13, 14, 15 and 
16 to provide wall forming panels 17, 18, 19 and '20 and 
a narrow connecting glue ?ap 21. The panels '17 and 19 
are adapted to form the bottom and top walls, respec 
tively, of the package while the panels 18 and 20 are 
adapted to form the side walls therefor. 
The bottom wall forming panel 17 at the one end of 

the blank is subdivided by transverse medial score line 
22 and equally spaced,_parallel score lines 23 and 24 so 
as to de?ne two relatively narrow, integrally hinged, lon 
gitudinal partition forming panels 25 and 26 of equal 
width. Two pairs of generally C-shaped slits 29 and 
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29' of identical character are cut in the blank so as to 
interrupt the score lines 23 and 24 as shown. The slits 
29 and 29’ are spaced transversely of the blank accord 
ing to the size of the cans so that when the blank is 
-wrapped around the assembly of cans portions of the 
chimes of the end cans will be received in the apertures 
formed in the panels 25 and 26 by cutting therein the 
slits 29 and 29’. A pair of transversely spaced panel 
connecting glue tabs 30 and 31 are cut from the center 
of the blank section 17 in the area between the two score 
lines 23 and 24, the cuts being U-shaped with the bight 
portion corresponding to a portion of the one score line 
23 and the end of the legs terminating in the score line 
24, with the tabs being adapted to fold about portions 
of the latter. Panel portions 32 and 33 between the tabs 
30 and 31 have C-shaped cuts 36 and 37 so as to form 
apertures in these panels for receiving bottom edge por 
tions of the center pair of cans. 
The top wall forming panel 19 is subdivided by trans 

verse medial score line 38 and parallel score lines 39 
and 40 providing longitudinal partition forming panels 
41 and 42 and top wall forming panels 43 and 44. Pairs 
of C-shaped chime accommodating slits 45 and 45' in 
terrupt the score lines 39 and 40 and are aligned with the 
slits 29 and 29' in the bottom wall forming panel 17.. A 
connecting glue tab 46 is cut in the center of the panel 
19 mostly between the score lines 39 and 40 but with 
corner portions extending into the panels 43 and 44. 
The glue tab 46 is indented at one side to allow for a 
small tab 51 for folding vbetween the center cans and a 
small C~shaped slit 53 is cut therein to provide an aper 
ture for a portion of the chime of the one center can. 
At the other side of the glue tab 46 corner portions 54 
and 55 are cut so as to fold down in between the cans 
laving ?nger receiving apertures to facilitate carrying the 
package when it is completed. 
When the wrapper 11 is folded about a can assembly 

comprising two rows of three cans each as shown in 
FIGURE 7, the rows of cans are held in spaced relation 
while the glue ?ap 21 is secured to the free margin of 
the bottom wall panel 27. Thereafter, the panels 25 
and 26 in the bottom wall forming portion 17 and the 
panels 41 and 42 in the top wall forming portion 19 are 
folded inwardly to provide a longitudinally extending rib 
between the two rows of cans while the latter are brought 
together into a compact group and the wall forming pan 
els 17, 18, 19 and 20 are drawn tightly about the can 
assembly. The glue tabs 30, 31 are then adhered to 
the bottom surface of the panel 27 so as to securely con 
nect the panels 27 and 28 and the glue tab 46 is adhered 
to the panel 44 of the top wall 19 so as to connect the 
two panels 43 and 44 of the latter, thereby securing the 
wrapper tightly about the compacted group of cans. 
The machine for wrapping the ‘blank 11 around the 

cans 10 comprises an upright rectangular supporting 
frame structure 60 (FIGURES 1, 1A, 2 and 2A) in 
cluding a plurality of spaced upright posts 61 supporting 
laterally spaced top side plates or rails 62 and 63 and 
suitable cross bracing. The frame 60 supports the vari 
ous drive shafts, panel folding plows, and other elements 
which constitute the operating mechanism of the ma 
chine. 
A blank conveyor 64 is mounted on the supporting 

frame which comprises three laterally spaced endless 
chains, two near the center of the machine and one 
spaced some distance laterally of the center pair thereof. 
The conveyor chains are mounted on longitudinally 
spaced end sprockets 65 and 66 which are in turn mount 
ed on the cross shafts 67 and 68. The cross shafts 67 and 
68 are journaled in suitable bearings on opposite sides 
of the machine and extend between the side frame mem 
bers 62 and 63. The shaft 68 is extended at one end to 
receive a bevel gear 70 which is driven by a cooperating 
bevel gear 71 on a longitudinally extending drive shaft 
72, the latter being mounted in suitable bearings on the 
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4 
one side frame member 62. The upper run of the con~ 
veyor 64 is supported on suitable guide rails (not shown) 
secured on the frame structure 60 and the conveyor 
chains, which are identical, carry longitudinally spaced, 
upstanding lugs or ?ngers 73 which are transversely 
aligned so as to engage with the rear or trailing edges of 
successive carton or wrapper blanks 11 for advancing 
the same from a supply magazine 74. 
The blanks 11 are fed from the upwardly inclined 

magazine 74 which is supported on the frame 60 by a pair 
of suction picker or feeding ?ngers 75 mounted on piv 
oted rocker arms 76 each having a cam roller 78 engag 
ing with a cam 80 on the cross shaft 67. The picker 
?ngers 75 withdraw successive bottom blanks from the 
magazine 74 and deliver the same to the upper run of 
the conveyor 64 so that they are picked up by the lugs 
73'and carried forward to a can and blank assembly 
area indicated at 81. 

Before the blanks 11 reach the can assembly area 81 
the glue tabs 30 and 31 on the bottom wall 17 and the 
glue tab 46 on the top wall 19 are turned back or down 
out of the plane of the panels 28 and 43 by a mechanism 
which comprises rotating arms or ?ngers 82 and 83 
mounted on a cross shaft 84 above the conveyor 64 which 
is journaled in brackets 85 and 86 extending upwardly 
of the side plates 62 and 63. The arms 82 and 83 punch 
out the glue tabs 30, 31 and 46 and the tabs 30 and 31 
in the bottom wall panel 17 are folded against the panel 
28 by a longitudinaly extending plow 87 while the tab 
46 is held in downwardly extending position by longitudi 
nally extending plow 88. The tabs 30 and 31 are pressed 
against the panel 28 by a pair of presser rolls 89 mounted 
on cross shafts 90 and 91 which are supported at oppo 
site ends in brackets 92 and 93 on the frame members 
62 and 63. The two shafts 90 and 91 are connected by 
gears 94 at one end and one of these shafts is connected 
by a chain and sprocket drive 95 with the cross shaft 
84, the latter in turn being ‘rotated by a suitable connec 
tion (not shown) with the drive mechanism for the con 
veyor 64. 
Two lines of cans 10 are'advanced to the assembly 

area 81 on laterally spaced conveyors 96 and 97 which 
are supported on end sprockets 96’ and 97' mounted on 
a driven cross shaft 98. The cans 10 are guided from 
the feed conveyors 96 and 97 by suitable guide rail as 
semblies 100 and 101 to a pair of starwheels 102 and 
103 which are mounted on vertically disposed shafts 104 
and 105 supported in a cross frame structure 106. The 
cross frame 106 also supports an upper cross shaft 107 
mounted at its opposite ends in siutable bearings and 
carrying bevel pinions 108 and 109 which are connected 
with bevel gears 110 and 111 on the vertical shafts 104 
and 105. The shaft 107 is extended at one end and a 
bevel pinion 112 is mounted thereon which is drive-n by 
a pinion 113 on a vertical drive shaft 114 which is mount 
ed in suitable bearings at the end of the frame structure 
106 and carries at its bottom end a pinion 115 engaging 
with a drive pinion 116 on the end of the longitudinal 
drive shaft 72. 
The cans 10 are guided into two adjacent parallel rows 

and separated by the starwheels 102 and 103 into groups 
of three cans in each row, the rows being separated by 
vertically extending spacer bar 117 which is arranged 
longitudinally of the machine between the two chains 
of the conveyor 64 and supported in a suitable manner on 
the frame 60. As paired groups or rows of the cans 10 
are moved onto each successive blank 11 by the star 
wheels 102 and 103 they are picked up by the ?ngers 73 
on the blank advancing conveyor 64 and the blank and 
can assembly, with the cans deposited on the top wall 
forming panel 19 of the blank, is advanced to a pair of 
laterally spaced panel folding devices 118 and 120. 
The panel folding devices 118 and 120 each comprise 

a wheel having three circumferentially spaced, radially 
extending panel folding arms 121 (FIGURE 2) rota 
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tably mounted on a cross shaft 122 which is journaled in 
the side frames 62 and '63 and driven by chain and 
sprocketconnection 123 with the driven cross shaft‘68. 
The devices 118 .and 120 fold the panels which extend 
on opposite sides of the vtop wall panel 19 upwardly 
against the outside surfaces of the cans. ‘As the can 
and blankv assemblies advance ,beyond the panel folding 
devices 118 and 120 they are -;picked up and advanced 
along the runway in which-they are traveling by a pair 
of side conveyors'125 and 126 which are provided with 
cooperating, longitudinally spaced lugs or ?ngers 127 
and.128 for engaging ‘the trailing-end of the successive 
assemblies. The conveyors 1125 and 126 are mounted-at 
their trailing endson sprockets ~130-and131 on vertically 
disposed shafts 132 and 133 mounted on a suitable cross 
frame structure 134 on- the frame 60. ,At their leading 
ends the conveyors 125 and 126 are carried on sprockets 
131 .and "13.6 on ,the upper ends of vertically disposed 
shafts 137 and .138. The oppositely disposed ‘inner runs 
of the conveyors 125 and 126 are guided into engage 
ment with the can. and blank assemblies by.idler sprockets 
139 and .140 adjacent their trailing ends and held in 
parallel paths by engaging with’ sprockets 141 ‘and142. on 
upright shafts 143 and 144 at their leading ends. The 
vertically disposedshafts 137, 138 and 143, -144 are sup 
ported on the main frame structure 60 by suitable cross 
frame structure (not shown). 
Aseach can and blank assembly is advanced by the 

conveyors ‘125 and 1126 beyond the side folders .118 and 
_120,.an adhesive is applied to the outside margin of'the 
upstanding bottom wall panel 17 by a glue applicator 
device indicated at 145 which is mounted on a cross 
frame 146. The bottom wall forming panel 17 of the 
blank is then folded ,down onto .the uppermost ends of 
the cans by a rod~like plow 147>extending longitudinally 
of .the machine-and supported at the trailing end on the 
.cross:frame~146. The-plow 147 also folds down onto 
the :‘panel 28 vthe glue tabs 30 and <31. The‘glue ‘?ap 
21 which is at the top edge of ‘thepanel '20 at the other 
side of the can assembly is turned downinto engage 
ment with the adhesive coated‘rnargin of the vpanel'17 
and the tops of the cans by a rod-like plow member 148 
supported by suitable vbrackets '(not shown) on the 
:frame :60. Theglue ‘?ap '21 ‘passes beneath apressure 
roller 149 which is mounted on the shaft 150 with the 
latterbeing journaledin a supporting bracket 151. The 
glue tab 46 on-the top wall19 of the wrapper blank is 
held out of the plane of the wall'19 by a plow member 
.152 mounted on the frame :60 andextending along the 
‘bottom of the path-of travel of the can and blank as 
semblies from the panel folding devices 118 and .120 
to a point where the wrapper applying operations are 
completed. 
The two rows of cans 10 are separated by the spacer 

bar 117 while the glue ?ap .21 is secured to the panel 
17. Thereafter the partially wrapped assembly is ad 
vanced beyond the end of the spacer bar 117 andcom 
pacted by a pair of compacting side conveyors 153 and 
154 (FIGURES 3 and 4) which are mounted at their 
trailing-ends on sprockets 155 and 156 on the vertically 
disposed shafts 143 and 144 and at their leadingends 
on sprockets 157 and 158 on the vertically disposed shafts 
159 and 160. The lateral space ‘between the shafts 159 
and 160 is less than the lateral spacing of the shafts 
143 and 144 so that the inner opposed runs of the con 
veyors 153 and 154 converge and reduce the width of 
the-package assembly as it advances over the tapered 
endportion 161 of the spacer bar 117. Theconveyors 
153 and 154 are provided with longitudinally spaced 
?ngers 162 and 163 which cooperate to engage the trail 
ing side edges of the package assembly and take over 
the advance of the same from the ?ngers 127. and 128 
of the conveyors 125 and 126. Guide bars 164 and 
165 are provided to hold the package engaging runs of 
the conveyors 153 and 154 in the desired path. 
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pinions (not shown). 
between the frameside-plates 62, 63 and carries a bevel 
vpinion 183 ‘at one end which engages with bevel pinion 

6 
The longitudinally extending center partition forming 

panels 25, 26 and ~41, 42 are folded inwardly between 
the rows of cans into position for locking the cans in 
the wrapper as the package assembly moves over the 
tapered end section 161 of the row separating bar 117 
by mechanism which comprises upper and lower endless 
chains 166 and 167 (FIGURES 4 and 6) which are 
supported on sprockets 168, 169 and ‘170, 171 mounted 
on ‘parallel cross shafts 172, 173 and 174, 175, and 
which are provided with spaced sets of tucking ?ngers 
176 and 177 for engaging along ‘the medial score lines 
_22 and 38 to progressively fold the ‘longitudinal parti 
tion panels. The lower and upper runs of the chains 
166 and 167 are guided by ?xed guide bars 178 and 
179 which have guide surfaces tapered as shown in 
FIGURE 4 so as to move the tucking ?ngers 176 and 
.177 in inclined paths toward and away from the center 
of the packageand effect the folding of therpanels25, 
26 and 41, 42 between the two rows of cans 10. This 
places the package assemblies in condition for the ?nal 
operations of applying glue to the glue tabs 30, 31 and 
46 and .folding these tabs into engagement with the 
panel-s27 and 44 so that they will be adhesively secured 
thereto. 
The ‘compacting conveyors 153 and 154 are driven by 

chain and sprocket drive connections 180 and 181 be 
tween the vertical shafts 137, 159 and .138, 160 and 
the shafts137, 138 are connected in driving relation with 
a main transverse drive shaft 182 by cooperating bevel 

The drive shaft 182 is journaled 

184 on the longitudinal drive shaft 72. The main. drive 
shaft has a driving connection, indicated at 185 (FIG 
URE 2A) with ~a motor or other source of power. 
Thecompacted package assemblies are delivered by 

.thetcompacting conveyors 153 and .154 to the top run 
of a doublebelt-type endlessconveyor .190 (FIGURES 
1A and 2A) which forms a .part of a press unit 191 
having vertically spacedjpairs of side presser belts 192 
and 193 which are positioned to hold the package units 
in ‘compacted relation. The bottom conveyor 190 is 
supported at its trailingend onpulleys 194 on an idler 
shaft 195 .and at its leading end on pulleys 196 on a 
cross shaft 197. The shaft 197 is connected by a chain 
and sprocket drive 198 with a transverse power shaft 
200 which is in turn connected by a chain and sprocket 
drive20lgwith a suitable motor or other power source. 
The side belts ‘192 and 193 are supported on pulleys 
202, 203 and 204, 205 which are mounted on vertically 
disposed parallel supporting shafts 206, 207 and 208, 
209. The vertical shafts 207 and .209 at the leading 
end of the belts 192 and 193 are connected in driving 
relation with the cross shaft 200 by.cooperating bevel 
pinions 210 and 211. Theoppositely disposed parallel 
inner runs of the belts 192 and 193 areheld against the 
package units by suitable back-up rollers 212 and 213. 
Asupporting frame structure is provided which is ‘not 
.shown in the drawingstbut which supports the vvarious 
shafts and otherelementsofthe press unit 191. 

Glue .applying mechanisms indicated at 214 and ,215 
are provided along the top and bottom of the press unit 
191 for applying adhesive to the glue ?aps 30, 31 on 
the bottom panel 17 and glue ?ap 46 on the top panel 
19. These glue ?apswhich have been held out of the 
planesof the top and bottom walls by extended portions 
of the plow and guide members 147 and 152 move from 
beneath the guide members as they approach the glue 
applicators 214 and 215 where the glue is applied and 
as they pass beyond the latter they are folded down into 
engagement .with the panels .27 and 44 by the plows 216 
and .217 and then pass beneath the presser rollers 218 
and 219 which are carried on cross shafts 220 and 221 
which are suitably journaled in the supporting frame 
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work. The packaging operations are completed as the 
packages are discharged from the press unit 191. 

In using the machine, the magazine 74 is supplied with 
a stack of wrapper blanks 11 and cans are supplied to 
the conveyors 96 and 97 for advance to the starwheels 
102 and 103. The starwheels 102 and 103 are timed to 
deposit two rows of three cans each on the top wall form 
ing panel 19 of the wrapper blank 11, with the two- rows 
being held in laterally spaced relation by the spacer bar 
117 while the wrapper and can assembly is advanced past 
the folders 118 and 120 which fold up the portions of the 
blank 11 on each side of the top wall panel 19. The 
glue ?aps 30, 31 and 46 which have been folded back on 
the panels 17 and 19 by the punch members 82 and 83 are 
held in ?attened and downwardly extending position, 
respectively, by the bars 147 and 152 as the assembly 
leaves the conveyor 64 and advances between the con 
veyor chain-s 125 and 126 which take over the advance 
of the assembly. The panel 17 is laid down onto the 
tops of the cans by the plow 147 after glue is applied to 
the margin of the panel by the applicator 145. The ?ap 
21 is turned down into engagement with the margin of the 
panel 17 by the plow 148 and pressed by the roller 149 
to complete the forming of the wrapper into a tube en 
closing the two spaced rows of cans. The assembly is 
advanced to the compacting chains 153 and 154 by the 
conveyor chains 125 and 126 and the chains 153 and 154 
take over the advance of the assembly as it moves off the 
tapered end 161 of the spacer bar 117. The converging 
inner runs of the chains 153 and 154 progressively com 
pact the assembly while the lugs 176 and 179 on the top 
and bottom folder chains progressively fold the longitu 
dinal partition panels 25, 26 and 41, 42 inwardly between 
the bottom and top ends of the two rows of cans. The 
compressed assembly then advances to the press 191 
which holds it in compressed condition while the glue 
?aps 30, 31 and 46 are glued by the applicators 214 and 
215 and folded down onto the panels 27 and 44 by the 
plow members 216 and 217 and pressed down by the 
rollers 218 and 219, after which the completed package 
is delivered from the machine. 

While specific details of construction and particular 
materials are referred to in describing the illustrated form 
of the machine, it Will be understood that equivalent 
structural arrangements and materials may be resorted to 
within the spirit of the invention. 

I claim: 
1. A machine for enclosing a group of cylindrical ar 

ticles arranged in double row formation in a foldable 
paperboard wrapper which wrapper is cut and creased 
to provide top, bottom and side wall and integral longi 
tudinal partition forming and article separating panels, 
with the partition forming panels being taken from the 
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center portion of the top and bottom wall panels of the ' 
wrapper and being foldable inwardly between the rows 
of articles, said machine comprising an elongate support 
ing frame having a conveyor mounted thereon with an 
upper horizontal run, means for feeding successive Wrap 
per blanks in opened out relation onto said upper con 
veyor run for advance to article receiving position be 
neath an article assembling station, means for advancing 
single lines of articles into laterally separated rows at 
said article assembling station, means for separating a 
predetermined number of the articles from each of the 
article advancing lines and depositing the same on the 
top wall forming panel of an onc6ming wrapper blank on 
said conveyor, a separator bar extending longitudinally 
of said conveyor above the upper run thereof and be 
tween the articles so as to maintain them in separated 
rows, means for folding the side wall and bottom wall 
forming panels of the wrapper blank about the sides 
and tops of the two rows of articles, means for connect 
ing overlapped marginal portions of the bottom wall 
forming panels of the wrapper blank, conveyor means for 
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8 
engaging trailing edges of the side walls of each succes 
sive wrapper and article assembly and for advancing the 
same to a compacting station at the end of said spacer 
bar, means at said compacting station for engaging the 
wrapper side walls and for progressively moving the 
wrapper side walls and the rows of articles toward the 
longitudinal center of the article assembly and into com 
pact relation and means at said compacting station for 
folding the longitudinal partition panels in the top and 
bottom wall forming panels inwardly between the rows 
of articles as the rows of articles are moved toward each 
other and the wrapper and article assembly is advanced 
beyond the end of the spacer bar. 

2. A machine for enclosing in a foldable paperboard 
wrapper a group of cylindrical articles arranged in two 
parallel rows, which wrapper is in the form of a cut and 
creased blank providing top, bottom and side wall and 
integral longitudinal partition forming and article sep 
arating panels, the partition forming panels being taken 
from the center of the top and bottom panels and being 
'foldable into article separating position between the 
two rows of articles, said machine comprising an elongate 
supporting frame, a conveyor mounted thereon having an 
upper horizontal run, means for feeding wrapper blanks 
in opened out relation onto said upper conveyor run for 
advance to an article assembling station for receiving 
articles thereon, means for advancing single lines of 
articles to said assembling station and guiding the ar 
ticles into laterally separated rows at said article assem 
bling station, means for separating a predetermined num 
ber of the articles from each of the article supply lines 
and depositing the same in parallel laterally separated 
row formation on the top forming panel of an oncoming 

, wrapper blank on said conveyor, a separator bar extend 
ing between the rows of articles above and longitu 
dinally of the upper run of said conveyor for maintaining 
the rows of articles in separated relation, means for fold 
ing the side wall and bottom wall forming panels of the 
wrapper blank about the sides and tops of the two rows 
of articles, means for securing together overlapped mar 
ginal portions of the bottom wall forming panels of the 
blank, a second conveyor for engaging trailing edges of 
the side walls of the wrappers of successive wrapper and 
article assemblies and for advancing the same to a com 
pacting station, said separator bar terminating at said 
compacting station, ‘means at said compacting station for 
engaging the faces of the wrapper side walls and moving 
the wrapper side walls and the rows of articles toward 
the longitudinal center of vthe article assembly as the ar 
ticle assembly advances beyond the end of the separator 
bar and means at said compacting station for folding the 
longitudinal partition panels in the top and bottom wall 
panels inwardly toward the center of each assembly as 

_ the wrapper side walls and the rows of articles are moved 
toward the center of the article assembly. 

3. A machine for enclosing a group of cylindrical 
articles which are arranged in transversely aligned double 
row formation in a paperboard tube fabricated from a 
blank which is out and creased to provide top, bottom 
and side wall and integral longitudinal partition forming 
and article separating panels, the partition forming panels 
being derived from the center of the top and bottom wall 
panels and being foldable into article separatingrela 
tion between the top and bottom ends of the rows of 
articles, said machine comprising a supporting frame 
having a conveyor mounted thereon with an upper hori 
zontal run, means for feeding blanks in opened out rela 
tion onto said upper conveyor run for advance to article 
receiving position at an article assembling station, means 
for advancing articles in laterally separated rows to said 
article assembling station, 'means for separating a pre 
determined number of the articles from each row and 
depositing the same on the top forming panel of an on 
coming blank on said conveyor, a row separating device 
extending above and longitudinally of said conveyor 



3,234,706 
9 

for maintaining the rows of articles in laterally separated 
relation, means for folding the side wall and bottom wall 
forming panels of the blank into tube forming relation 
about the sides and tops of the two rows of articles, 
means for securing together overlapped marginal por 
tions of the bottom wall forming'panels of the tube, a 
second conveyor for engaging the trailing edges of the 
side walls of the tube of each successive tube and article 
assembly and for advancing the same to a compacting sta 
tion, said row separating device terminating at said com 
pacting station, means at said compacting station for 
engaging the opposite side faces of the tube and moving 
the same together with the rows of articles toward the 
longitudinal center of the tube and article assembly, and 
means at said compacting station for folding the longi 
tudinal partition forming panels inwardly between the 
top and bottom ends of the rows of articles while said tube 
side faces and said rows of articles are moved toward 
the center of the tube and article assembly and into 
tightly compacted relation. 

4. A machine as recited in claim 3, and said row sepa 
rating device having a tapered end section at the com 
pacting station. 

5. A machine as recited in claim 3, and said means 
at the compacting station for folding the longitudinal 
partition forming panels advancing with the tube and 
article assembly along paths which converge in the direc 
tion of advance. 

6. A machine for wrapping a group of cylindrical 
articles which are arranged in double row formation in 
a foldable paperboard wrapper which is formed from a 
blank cut and creased to provide top, bottom and side 
wall forming panels with the top and bottom panels hav-‘ 
ing integral longitudinal partition forming article sepa 
rating panels intermediate their side edges which are 
foldable inwardly into row separating position, said ma 
chine comprising a supporting frame having a conveyor 
mounted thereon with an upper horizontal run, means 
for feeding wrapper blanks in opened out relation onto 
said upper conveyor run for advance to article receiving 
position at an article assembling station, means for ad 
vancing lines of articles and guiding the same into 
laterally separated rows at said article assembling station, 
starwheel means for separating from the rows a pre 
determined number of the articles and depositing the 
same in double row arrangement on the top wall form 
ing panel of an oncoming Wrapper blank on said con 
veyor, a member extending longitudinally of said con 
veyor for separating the rows of articles, means for 
folding the side wall and bottom wall forming panels of 
the wrapper blank about the sides and tops of the two 
separated rows of articles, means for securing overlapped 
marginal portions of the bottom wall forming panels of 
the blank, endless side chain conveyors on opposite sides 
of the path of advance of the wrapper and article assem 
blies and having ?ngers for engaging trailing edges of the 
side walls of the wrapper of each successive wrapper and 
article assembly and for advancing the same to a compact 
ing station, said row separator member terminating in 
a ‘tapered end portion at said compacting station, a pair 
of laterally spaced endless chain conveyors at said com 
pacting station for engaging the wrapper side walls and 
for forcing the wrapper side walls and the rows of articles 
toward the longitudinal center of the article assembly 
and a pair of endless chain members mounted above and 
below the longitudinal center of the path of movement 
of said wrapper and article assembly at said compacting 
station and having spaced lugs thereon for engaging the 
longitudinal partition panels so as to press the same in 
wardly toward the center of the article assembly and 
position the same between the rows of articles while the 
wrapper side walls and the rows of articles are forced 
toward the longitudinal center of the article assembly. 

7. A machine as recited in claim 6, and said endless 
chain members which are mounted above and below the 
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path of advance of the wrapper and article assembly at 
the compacting station having opposed runs which con 
verge toward each other in the direction of advance of 
the wrapper and article assembly. 

8. A machine as recited in claim 6, and said pair of 
laterally spaced conveyors at said compacting station hav 
ing opposed runs which converge toward each other and 
progressively force the Wrapper side walls and the rows 
of articles toward the center of the Wrapper and article 
assembly as the assembly advances along the tapered 
end portion of said row separator imember. 

9. A machine as recited in claim 8, and said laterally 
spaced conveyors at said compacting station having spaced 
?ngers thereon for engaging the rear edge of each wrap 
per and article assembly so as to advance each assembly 
beyond the end of said side chain conveyors. 

10. In va can wrapping machine having means for 
folding a cut and creased wrapper forming blank into a 
tube about an assembly of two rows of cans ‘and a lon 
gitudinal extending spacer member separating the rows 
of cans while they are encased in the wrapper, a com 
pacting conveyor mechanism comprising a horizontal 
support on which the tube encased can assembly is ad 
vanced along a longitudinal path, laterally spaced, hori 
zontally disposed endless traveling conveyors mounted on 
opposite sides of said support adjacent the end of said 
spacer member, said spacer member extending longitudi 
nally along the path of advance of said tube encased can 
assembly and having the side faces thereof converging 
at its end, said compacting conveyors having oppositely 
disposed nuns engaging the opposite sides of the tube en 
cased can assembly and converging in the direction of 
advance thereof, and vertically disposed fold forming 
conveyors mounted above and below the path of the 
tube encased can assembly, said fold forming conveyors 
having oppositely positioned runs traveling in paths ad 
jacent the top and bottom faces of the tube encased can 
assembly and converging in the direction of advance, and 
fold forming ?ngers carried on said fold forming con 
veyors in paths which are in substantial alignment ver 
tically with said spacer members so as to engage and 
fold inwardly longitudinal partition panels in the top 
and bottom walls of the tube as adjoining panel portions 
of said walls are moved toward the longitudinal center 
of the tube by said compacting conveyors. 

11. In a can wrapping machine as recited in claim 10, 
and ?xed guide forming members for the oppositely dis 
posed runs of said horizontally disposed endless con 
veyors of the compacting mechanism which hold said con 
veyor runs in converging paths as they advance with the 
tube encased can assembly along the converging side 
faces of said spacer member. 

12. ‘In a can wrapping machine as recited in claim 10, 
and said horizontally disposed endless conveyors of the 
compacting mechanism having ?ngers spaced thereon for 
engaging with the trailing edges of the tube of successive 
tube encased can assemblies which are advanced to said 
compacting mechanism on said support. 

13. A machine for enclosing a group of cylindrical 
articles arranged in double row formation in a foldable 
paperboard blank which blank is cut and creased to 
provide top, bottom and side wall and longitudinal par 
tition forming and article separating panels which are 
integral with the top and bottom wall panels, with the 
partition forming panels being foldable inwardly between 
the rows of articles and having glue tabs cut therefrom 
which are adapted to be secured to adjoining panel por 
tions after the longitudinal partition forming panels are 
folded between the rows, said machine comprising an 
elongate supporting frame having a conveyor mounted 
thereon with an upper horizontal run, means for feed 
ing successive blanks in opened out relation onto said 
upper conveyor run for advance to article receiving po 
sition at an article assembling station, means for folding 
the glue tabs out of the plane of the longitudinal par 
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tition forming panels, means for advancing articles into 
laterally separated rows at said article assembling sta 
tion, starwheel means for feeding a predetermined num 
ber of the articles from each of the rows and depositing 
the same on the top wall forming panel of an oncoming 
blank on said conveyor, a separator member extending 
longitudinally of said conveyor above the upper run 
thereof maintainingthe articles in separated rows, means 
for folding the side wall and bottom wall forming panels 
of the blank upwardly about the sides and across the 
tops of the rows of articles, means for securing over 
lapped marginal portions of the bottom wall forming 
panels of the blank while the rows of articles are in sepa 
rated relation thereby to form a package unit, conveyors 
having means for engaging trailing edges of the side walls 
of each successive package unit and for advancing the 
same to a compacting station at the end of said spacer 
bar, means at said compacting station for engaging the 
side walls of each package unit and for progressively 
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moving the side walls and the rows of articles toward the 
longitudinal center of the package unit and into com 
pact relation, means at said compacting station for fold 
ing the longitudinal partition panels inwardly between 
the rows of articles as the rows of articles are moved 
toward each other, and means for folding and ‘securing the 
glue ‘tabs to the outside faces of the top and bottom walls 
so as to bring them into bridging relation relative to the 
inwardly folded longitudinal partition panels thereby to 
hold the package unit in compacted condition. 
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