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ABSTRACT OF THE DISCLOSURE 

The output of a wrapping machine for cigarette packs 
is increased by carrying out the wrapping operation while 
the packs orbit with a turret about a ?xed axis and per 
form movements in parallelism and radially of such axis 
and complete more than one revolution prior to removal 
from the turret. The packs are introduced into open 
sided pockets provided on the periphery of the turret and 
are thereupon shifted by the pockets axially together 
with the blanks which are converted into tubes prior to 
such axial movement. The tubes and the packs then 
move radially of but share the rotary movement of the 
turret while the pockets return to original axial positions 
to receive fresh blanks and fresh packs. The feed for 
blanks and the means for supplying packs to the pockets 
are adjacent to one annular zone of the turret and the 
radial movements of packs take place in a second annu 
lar zone of the turret. Finished packs are removed from 
the second annular zone. 

BACKGROUND OF THE INVENTION 

The present invention relates to improvements in ap 
paratus for applying wrappers or blanks around =block— 
shaped commodities, particularly for providing cigarette 
packs with envelopes of adhesive-coated or weldable 
transparent or translucent synthetic plastic material. 

Manufacturers of cigarettes or other tobacco-contain 
ing products strive to provide cigarette packs with en 
velopes of transparent plastic material at the same rate at 
which the packs issue from a packaging machine. How 
ever, presently known wrapping apparatus cannot in 
crease their speed beyond a certain limit because, once 
the speed exceeds a rather low value, the quality of en 
velopes is unsatisfactory, either because the electrodes 
char or cause curling of plastic blanks or because the 
?aps, tucks and creases of the envelopes are not de?ned 
with requisite accuracy so that the envelope detracts 

4 from the appearance and sales appeal of the ?nished 
product. As avrule, the tucking, folding, welding and 
other devices which convert blanks into envelopes are 
?xedly mounted adjacent to the periphery of a turret 
which travels along such devices to effect stagewise con 
version of rectangular blanks into sealed envelopes. Con~ 
sequently, and if the rotational speed of the turret exceeds 
a certain limit, the length of intervals during which the 
tucking, folding and other devices engage successive 
blanks is too short to insure the formation of clean tucks, 
folds, seams and creases. Also, the sealing action of 
conventional wrapping apparatus is not satisfactory if 
the speed of the turret is increased because the short 
lasting contact between the blanks and the electrodes 
cannot insure the formation of lasting seams. On the 
other hand, and if the sealing or bonding action is ac 
celerated by raising the temperature of electrodes, such 
electrodes are likely to char the blanks. 

Additional problems arise when the wrapping appara 
tus of presently known design are arrested, as well as in 
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connection with proper feeding of commodities and 
blanks and/or removal of ?nished products from the 
turret. 

SUMMARY OF THE INVENTION 

It is an important object of the present invention to 
provide a novel and improved wrapping or packing ap 
paratus for cigarette packs or other substantially box 
shaped commodities whose output exceeds the output of 
presently known apparatus and which can provide block 
shaped commodities with eye-pleasing, properly sealed 
and sharply de?ned envelopes. 
Another object of the invention is to provide a novel 

method of converting rectangular blanks of plastic or 
like material into envelopes which surround cigarette 
packs or like box-shaped commodities. 
A further object of the invention is to provide novel 

devices for supplying blanks and box-shaped commodi 
ties to the assembly conveyor of the improved wrapping 
apparatus. 
An additional object of the invention is to provide 

novel take-off means for receiving and/or stacking ?n 
ished products which are wrapped in the apparatus of 
the above outlined character. 
A concomitant object of the invention is to provide 

novel assemblies of tucking, folding, bonding, and press 
ing devices which can be used in the improved apparatus 
to effect conversion of blanks into sealed envelopes. 
A further object of the invention is to provide a novel 

assembly conveyor for the improved wrapping apparatus 
and to provide the conveyor with a novel safety device 
which prevents charring, curling or other damage to heat— 
scalable blanks when the wrapping apparatus is brought 
to a halt. 

‘Brie?y outlined, one feature of our invention resides 
in the provision of a method of applying deformable 
blanks around block-shaped commodities, particularly of 
applying rectangular blanks of heat-scalable transparent 
synthetic plastic material around cigarette packs of the 
type having two large front faces, two longer side faces 
alternating with the front faces and two shorter end 
faces. The method comprises the steps of appplying a 
blank against a surface which travels continuously in a 
?rst direction (preferably in an endless path about a 
?xed horizontal axis), moving one side face of a pack 
transversely against the travelling blank to convert the 
latter into a U-shaped body which is draped over one side 
face and both front faces of the pack and whose mar 
ginal portions extend transversely beyond the end faces 
and outwardly beyond the other side face of the pack and 
simultaneously advancing the resulting U-shaped body 
and the pack in the ?rst direction, providing the U-shaped 
body with a ?rst pair of tucks overlying the end faces 
adjacent to the one side face of the pack (such tucks are 

' preferably formed in automatic response to draping of 
the blank), folding the U-shaped body over the other side 
face of the pack to form a pair of overlying side ?aps 
by simultaneous conversion of the U-shaped body into 
a tube, moving the tube axially in a second direction (i.e., 
in parallelism with the aforementioned horizontal axis) 
and simultaneously moving the tube and the pack in the 
?rst direction, bonding the side ?aps to each other, mov 
ing the pack and the tube in a third direction at right 
angles to the second direction (preferably radially of the 
horizontal axis) and simultaneously providing the tube 
with a second pair of tucks overlying the end faces ad 
jacent to the other side face of the pack, folding the tube 
over the end faces to form two pairs of end ?aps which 
overlie the respective tucks and each other, and bonding 
the end ?aps to each other while the resulting sealed en 
velope continues to move in the ?rst direction, and mov 
ing the envelope away from the travelling surface. 
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It is further preferred to provide an additional step 

which involves pressing the end ?aps and the tucks 
against the end faces of the pack upon completion of 
the second bonding operation. A second pressing or iron 
ing step may take place simultaneously with travel of 
the tube in the second direction to prevent opening of 
the tube prior to the ?rst sealing or bonding step. Each 
bonding step preferably involves the application of heat 
and pressure. 
The novel features which are considered as charac 

teristic of the invention are set forth in particular in the 
appended claims. The improved wrapping apparatus 
itself, however, both as to its construction and its mode 
of operation, together with additional features and ad 
vantages thereof, will be best understood upon perusal 
of the following detailed description of certain speci?c 
embodiments with reference to the accompanying draw 
mg. 

BRIEF DESCRIPTION OF THE DRAWING 

FIG. 1 is a schematic side elevational view of a wrap 
ping apparatus which embodies one form of our inven 
tion, one of the take-off conveyors which can receive 
?nished products from the turret of the wrapping ap 
paratus being indicated by dot-dash lines; 

FIG. 2 is a larger-scale side elevational view of the 
turret which forms part of the apparatus shown in FIG. 
1, a portion of the turret being broken away; 
FIG. 3 is a greatly enlarged fragmentary perspective 

view of the turret, substantially as seen in the direction 
'of the arrow III in FIG. 2; 

FIG. 4 is a diagrammatic sectional view taken through 
the turret at right angles to the axis of rotation and show 
ing a safety brake which prevents damage to blanks 
when the apparatus is stopped; and 
FIG. 5 is a fragmentary top plan view of a modi?ed 

supply conveyor which can deliver block-shaped com 
modities to a turret of the type shown in FIGS. 2 to 4. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

The apparatus which is shown in the drawings is uti 
lized to provide block-shaped commodities, particularly 
cigarette packs, with wrappers or envelopes of transpar 
ent or translucent heat-sealable synthetic plastic material. 
Referring ?rst to FIG. 1, the apparatus therein shown 
comprises a continuously driven assembly conveyor in the 
form of a turret 1 which is rotatable about a horizontal 
shaft 28. The apparatus further comprises a feed for 
supplying precut transparent rectangular blanks 2 to the 
peripheral surface of the turret 1, a supply conveyor 
which furnishes to the turret a succession of block 
shaped commodities 3 (hereinafter called packs or ciga 
rette packs), displacing means for introducing packs 3 
into successive open-sided radially extending pockets 4 
of the turret 1, sets of tucking, folding and bonding means 
for converting the blanks 2 into envelopes or wrappers 
while the blanks share the movement of the turret, and 
a take-off conveyor which removes wrapped packs 5 from 
the turret. The open side of each pocket 4 faces away 
from the shaft 28. 
The feed comprises a bobbin 6 which constitutes a 

source of transparent tape or web 7. The latter is drawn 
from the bobbin 6 by a pair of advancing rolls 8 driven 
at a speed which is properly related to the speed of the 
turret 1, and the feed also includes a driven suction drum 
9 which serves as a counterknife and cooperates with 
the blade or blades 13 of a revolving knife 10 to sub 
divide the web 7 into a succession of deformable rec 
tangular blanks 2. The peripheral speed of the suction 
drum 9 exceeds the speed of the web 7 so that the blanks 
2 are automatically separated from each other by nar 
row gaps clearly shown in FIG. 1. 
The supply conveyor for packs 3 comprises an endless 

conveyor belt 14 which receives packs from storage or 
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4 
from a packaging machine and advances the packs side 
ways so that one side face of each pack faces the periph 
ery of the turret 1. The upper stringer of the belt 14 de 
livers the packs 3 onto a platform or bridge 15 along 
which the packs slide until the leading side face of the 
foremost pack reaches a stop 16. The displacing means 
comprises pairwise arranged entraining members or 
prongs 17 located behind each pocket 4 and extending 
radially outwardly from the turret 1, and a stationary 
displacing cam 18 which is installed downstream of the 
bridge 15, as considered in the direction of rotation of the 
turret 1. An inserting device comprises a wheel 19 which 
is located downstream of the displacing cam 18 and is 
provided with paddles or arms 20 which can engage suc 
cessive packs 3 in order to move such packs all the way 
into the interior of the respective pockets 4. The rota~ 
tional speed of the wheel 19 is selected in such a way that 
successive paddles 20 automatically engage successive 
packs 3 while the packs travel with the turret 1, i.e., while 
the packs orbit about the shaft 28. 
The supply conveyor for packs 3 is illustrated in greater 

detail in FIG. 3. The discharge end of the belt 14 is 
trained around a guide roll 23 which is disposed below a 
tunnel-shaped mouthpiece for the packs. The mouthpiece 
includes two vertical side walls 24, 25 and a horizontal 
top wall 26, the latter being provided with two cutouts for 
portions of presser rolls 11 which extend into the pass 
age de?ned by the tunnel to engage the upper front faces 
of packs 3 and to press such packs against the upper 
stringer of the belt 14. The platform or bridge 15 re 
sembles a scraper and is closely adjacent to that portion 
of the belt 14 which is trained around the guide roll 23. 
The aforementioned displacing cam 18 comprises two 
sections 18', 18" each connected to or integral with one 
of the side walls 24, 25. The width of the bridge 15, as 
considered in the radial direction of the turret 1, is such 
that the pairwise arranged prongs 17 can travel in the 
space between the bridge and the periphery of the turret. 
The turret 1 is driven at a constant speed by any con 

ventional drive means and comprises a main structural 
element in the form of a disk or plate 27 which is rotat 
able on the shaft 28 and carries twelve equidistant radially 
extending pockets 4. The open sides of the pockets 4 face 
radially outwardly and extend in the axial direction of the 
turret 1, i.e., at right angles to the direction of rotary 
movement of the disk 27. The disk 27 carries arcuate 
plates 31 which together constitute a cylinder or shell 
of the turret 1 and are provided with retaining means in 
the form of suction ducts 32 disposed ahead of and past 
each pocket 4. The ducts 32 communicate with suction 
channels 21, 22 (see FIG. 2) which are connected to a 
suction fan or another suitable suction generating device 
during part of each revolution of the turret 1. The manner 
in which the channels 21, 22 are connectable to and seal 
able from ?exible conduits which lead to the suction fan 
is well known from the art, for example, from the art of 
?lter cigarette machines and need not be described here. 
The plates 31 de?ne between themselves axially parallel 

gaps (shown in FIG. 3) through which the packs 3 ad 
vance in order to enter the respective pockets 4. Each of 
these pockets 4 comprises two walls 29, 30 which extend 
substantially radially of the turret 1 and are movable 
back and forth in parallelism with the turret axis. Each 
pocket 4 also carries two tucking members 33, 34 which 
are disposed at the ends of the respective walls 29, 30. 
The tucking members 33, 34 are provided with cutouts 
41., 42 and are rigid with the walls 29, 30 to form there 
with a compartment 35 which is dimensioned to snugly 
recelve a pack 3. The tucking member 33 is further rigid 
with a rod 36 (shown in the left-hand porton of FIG. 3) 
one end of which carries a holder 37 for a roller follower 
38 which can travel in a cam groove 39 provided in a 
stationary cam 39a installed adjacent to one side of the 
disk 27. The parts 36-3911 cooperate to move the pocket 
4 axially of the turret 1. 
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The aforementioned displacing prongs 17 are located 
radially outwardly of the wall 29 and are af?xed to a plate 
like carrier 40. This carrier is mounted on a bracket 43 
which is attached to one side face of the disk 27, namely, 
to that side face which is adjacent to the tucking member 
34. The bracket 43 is spaced from the plates 31 to provide 
a clearance for the passage of blanks 2. 
Each pocket 4 is further associated with two movable 

folding members 44, 45 which resemble L-shaped pro?les 
and each of which is provided with a cutout 46. The fold— 
ing member 44 has two arms 47 which are affixed to a 
crankshaft 48 having a crank arm 49 provided with a 
roller follower 50. The follower 50 tracks the face of a 
stationary cam 53 which is indicated in FIG. 2 by dot 
dash lines. The folding member 45 has arms 54 a?ixed 
to a crankshaft 55 having a crank arm 56 which is pro 
vided with a roller follower 57. The latter tracks the face 
of a second stationary cam 58 shown in FIG. 2 by dot 
dash lines. The outer end portions of the folding members 
44, 45 are movable across-the open side of the respective 
pocket 4 to provide a blank with two elongated side flaps. 

Each pocket 4 is movable into and from registry with 
a radially outwardly extending wrapping assembly or unit 
62. The unit 62 which is shown in FIG. 3 comprises a 
radially extending plate-like support or platform 63 and 
two beams or rails 59, 60 spaced from each other by a 
distance corresponding to the length of the front or side 
faces on a pack 3, as considered in the axial direction of 
the turret 1. The support v63 is af?xed to the rails 59, 60 
which are secured to the disk 27, i.e., each unit ‘62 shares 
all rotary movements of the turret 1. The rails 59, 60 
support two ?xed tucking members 64 which are in regis 
try with each other, pairs of folding members 65, 66 
which are outwardly adjacent to the tucking members 64, 
bonding members here shown as welding jaws or elec 
trodes 69 which are movable toward and away from each 
other transversely of the rails 59, 60 and are connected 
with conductors 67, 68, and two spring-biased pressing or 
ironing members 70 which are movable transversely of 
the rails. The jaws 69 are provided with arms 73 which 
are reciprocable along a shaft 74. This shaft is mounted 
in a crosshead 79 and carries helical expansion springs 
75 which are outwardly adjacent to the arms 73. The 
crosshead 79 has a leg 76 which constitutes a stop for one 
of the springs 75. The other spring 75 bears against a 
washer 77 which is mounted on the crosshead 79. The 
shaft '74 is journalled in the leg 76 and in a bearing 78 of 
the crosshead 79. The latter constitutes one of several 
connecting elements which secure the wrapping unit 62 
to the disk 27 of the turret 1. The remaining connecting 
elements are not shown in FIG. 3; they provide a connec 
tion between the leg 76 of the crosshead 79 and the disk 
27. The latter constitutes one of several connecting ele 
ments which secure the wrapping unit 62 to the disk 27 
of the turret 1. The remaining connecting elements are not 
shown in FIG. 3; they provide a connection between the 
leg 76 of the crosshead 79 and the disk 27. The crosshead 
79 is formed with two elongated slots 80 for the arms 73 
of the welding jaws 69. Each of the arms 73 has a hub 83 
provided with an inclined cam face 84 which cooperates 
with a roller 85 mounted on a radial pin 86 of the shaft 
74. The left-hand end of the shaft 74, as viewed in FIG. 
3, carries a crank arm 87 for a roller follower 88 which 
travels in a ‘groove 89 provided in a ?xed cam 89a. The 
cam 89a is adjacent to the aforementioned cam 39a. 
The ejector means for moving the packs 3 radially out— 

wardly out of the respective compartments 35 and along 
the respective wrapping units 62 comprises pushers or 
plungers 90 one of which is shown in FIG. 3. This plunger 
is dimensioned in such a way that it can move between the 
cutouts 46 of the folding members 44, 45 and is a?xed to 
a rod 93 which is secured to a clamp or shoe 94 reciproca 
ble on a radial guide rod 95 shown in FIG. 2. The guide 
rod 95 is mounted in a retainer 96 which is secured to the 
disk 27. 

6 
The means for imparting motion to the plungers 90 

comprises a ?xed cam 97 (shown in FIG. 2 by dot-dash 
lines) cooperating with roller followers 98 provided on 

. the clamps 94. 
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Referring again to FIG. 3, each wrapping unit 62 is 
in registry with a further bonding member here shown as 
a ‘welding electrode or jaw 99 which is adjacent to the 
radially innermost parts of the rails 59, 60 and is con 
nected with conductors 100, 103. This welding jaw 99 is 
carried by two arms 105 a?‘ixed to a hollow shaft 104 
which is turnable in bearings 106, 107 carried by the disk 
27. The shaft 104 is provided with a crank arm 108 for 
a roller follower 109. As shown in FIG. 4, the follower 
109 is received in a bifurcated arm 110 of a bell crank 
lever 113. The other arm 114 of the lever 113 carries a 
roller 115 which tracks a ?xed cam 116. Of course, the 
apparatus comprises a total of twelve welding jaws 99 and 
an equal number of bell crank levers 113. The same holds 
true for the number of wrapping units 62. Each lever 113 
is rockable on a pivot pin 118 and is biased by a helical 
contraction spring 117 which urges its arm 114 against 
a stop post 112. The pins 118 are mounted on an inner 
ring 119. One end of each spring 117 is af?xed to the ring 
119 and the latter is mounted on the shaft 28 and rotates 
in synchronism with the disk 27. The ring 119 carries 
three rollers 120 supporting an outer ring 123 which is 
also supported by the disk 27. The outer ring 123 carries 
a motion transmitting member 124 which is connected to 
one end of a spring 125. The other end of this spring is 
affixed to the inner ring 119. The motion transmitting 
member 124 is rigid with the outer ring 123 and bears 
against one of two stops 121, 122 on the inner ring 119. 
The aforementioned stop posts 112 are a?ixed to the 
outer ring 123. 
The shaft 28 of the turret 1 carries a rigidly connected 

radial arm or extension 126 which is provided with an 
axially parallel pin 127 for a rockable braking lever 128 
provided with a brake shoe 129. The extension 126 fur 
ther supports an electromagnet 130 having a reciprocable 
armature 132 biased by a spring 131. When the electro 
magnet 130 is energized, the armature 132 moves inward 
ly against the opposition of the spring 131 and causes the 
shoe 129 to move away from the outer ring 123. Thus, the 
spring 131 supplies the braking force and the electromag 
net 130 supplies the disengaging force for the shoe 129. 
The aforementioned take-off conveyor receives wrapped 

or ?nished packs 5 from successive wrapping units 62 of 
the turret 1. Each pocket 4 is associated with a shifting 
cam 133 |(see particularly FIG. 2) which is rigidly con 
nected to the disk 27. Each of these shifting cams 133 
extends from the corresponding wrapping unit 62 toward 
the next~following unit 62, as considered in the direction 
of rotation of the turret 1. The radially outermost trail 
ing portion of each shifting cam 133 has an abutment 134 
for wrapped packs 5 to arrest the wrapped pack at the 
radially outermost end of the respective wrapping unit 62. 
The take-off conveyor includes a ?xed receiving platform 
135 which is adjacent to the turret 1 and serves to deliver 
?nished packs to a conveyor ‘belt 136 (see FIG. 1). This 
belt 136 can be replaced by a chute or duct 137 (indicated 
in FIG. 1 by dot-dash lines) which receives successive 
packs 5 from the receiving platform 135 if the belt 136 is 
dispensed with. The chute 137 discharges packs into the 
cells of an endless conveyor 139 whereon the packs 5 are 
separated from each other by entraining elements or plates 
138. The arrangement is preferably such that each cell of 
the conveyor 139 receives several ?nished packs 5, for 
example, two packs. 
Each of the aforementioned sets of tucking, folding and 

bonding means is associated with one of the pockets 4 
and comprises a ?rst pair of tucking members 33, 34 on 
the respective pocket, an electrode or jaw 99, a second 
pair of tucking members 64, a ?rst pair of folding mem 
bers 44, 45, two additional pairs of folding members 65, 
66, and two electrodes or jaws 69. 
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The operation is as follows: 
It is assumed that the wrapping apparatus is running 

and that the advancing rolls 8 (FIG. 1) draw the web 7 
from the bobbin 6. The suction drum 9 cooperates with 
the blade or blades 13 to separate from the leading end of 
the advancing web 7 a succession of rectangular blanks 
2 which are applied against the external surfaces of the 
plates 31 (FIG. 3) on the disk 27 in such a way that 
each blank 2 overlies the radially outermost open side of 
the respective pocket 4, i.e., that the blanks close the open 
sides of the respective compartments 35. The ducts 32 
draw air into the respective channels 21, 22 (FIG. 2) so 
that the blanks 2 adhere to external surfaces of the as 
sociated plates 31 in such a way that equal portions of 
each blank extend forwardly and rearwardly of the re 
spective pocket 4. Thus, the blanks 2 share the rotary 
movement of the turret 1 and travel in a ?rst direction by 
orbiting about the axis of the shaft 28. 
When a blank 2 covers an angular distance of about 

120 degrees and reaches the feeding station where the ‘ 
turret 1 receives packs 3 from the supply conveyor, i.e., 
when such blank travels along the bridge 15, the corre 
sponding displacing prongs 17 of the turret 1 engage the 
lower front face of the foremost pack 3 which abuts 
against the stop 16 and lift this pack off the bridge 15 so 
that the pack thereupon participates in rotary movement 
of the turret about the shaft 28. The foremost pack 3 was 
fed by the upper stringer of the belt 14 and has advanced 
below the top Wall 26 and presser rolls 11 of the afore 
mentioned mouthpiece. As the pack 3 which is engaged by 
the prongs 17 moves otf the bridge 15, it travels between 
the sections 15', 18" of the displacing cam 18. These 
sections bear against the outer side face of the pack 3 and 
cause it to penetrate into the registering compartment 35 
whereby the inner side face of the pack causes the cor 
responding blank 2 to move radially inwardly and to 
drape itself around the two large front faces of the pack. 
Thus, the blank 2 is converted into a U-shaped body 
which overlies the radially inner side face and the large 
front faces of the respective pack 3. The marginal por 
tions of the U-shaped body extend laterally beyond the 
end faces and outwardly beyond the outer side face of the 
pack 3. At the same time, the two tucking members 33, 
34 form in the U-shaped body a ?rst pair of tucks 140 
(FIG. 2) which are folded against the respective end 
faces of the pack 3 in response to penetration of the pack 
into the associated compartment 35. Of course, the pack 
3 continues to travel with the turret 1 and advances to 
ward the inserting wheel 19 one paddle 20 of which en 
gages the outer side face of the pack and causes the latter ' 
to penetrate into the deepmost portion of the respective 
compartment 35. The wheel 19 constitutes an optional 
feature of our apparatus because, as a rule, the sections 
18', 18" of the displacing cam 18 are capable of insuring 
complete insertion of packs 3 into the respective pockets 
4. The main function of the paddles 20 is to insure that 
each successive pack 3 enters the corresponding compart 
ment 35 to the same extent. 

During the next stage of the cycle, the cam 53 (FIG. 2) 
causes the roller follower 50 to rock the corresponding 
movable folding member 44 so as to fold the upper radial— 
ly outermost marginal portion of the U-shaped body 
against the outer side face of the pack 3 to form an inner 
side ?ap 142 which is shown in FIG. 2. Such movement 
of the folding member 44 is followed by rocking or pivot 
ing of the folding member 45 (cam 58 and roller follower 
57) so that the member 45 folds the lower radially outer 
most marginal portion of the U-shaped body and forms 
an outer side ?ap 141 which overlies the inner side ?ap 
142 (see the top part of FIG. 2). In other words, the 
U-shaped body is then converted into a tube which is 
already provided with overlying side ?aps 142, 141 and 
with two tucks 140. All such operations are performed 
while the respective pocket 4 travels with a ?rst annular 
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region or zone A (see FIG. 3) of the turret 1. The zone A 
is provided at one axial end of the turret, and the latter 
comprises a second annular zone B which accommodates 
the aforementioned wrapping assemblies or units 62. 

During the next stage of rotary movement of the turret 
1, the cam 39a causes the corresponding roller follower 
38 to move the rod 36 in a direction to the left, as viewed 
in FIG. 3, whereby the entire pocket 4 shares such move 
ment and moves in a second direction in parallelism with 
the axis of the turret from the zone A into the zone B. 
The overlying portions of the side ?aps 142, 141 on the 
tube are then placed into registry with the welding jaw 
99 at the inner end of the associated wrapping unit 62. 
The side ?aps 142, 141 cannot move away from each 
other and from the adjacent outer side face of the pack 
3 because they are held and pressed in overlying posi 
tions by the movable folding members 44, 45 which are 
long enough to prevent opening of the tube. The cam 
116 (FIG. 4) then causes the corresponding bell crank 
lever 113 to move the welding jaw 99 radially inwardly 
and to bond the side ?aps 142, 141 to each other. In 
other words, the lever 113 is rocked while the correspond 
ing pack 3 continues to share the movement of the turret 
1 about the axis of the shaft 28. The jaw 99 can reach the 
side ?aps 142, 141 by passing through the cutouts 46 
(FIG. 3) of the folding members 44, 45. The cam 116 
thereupon permits the spring 117 to rock the lever 113 
so that the jaw 99 moves away from engagement with 
the freshly formed bond or seam between the side ?aps 
141, 142. At the same time, the cam 97 causes the roller 
follower 98 on the clamp 94 for the rod 93 of the associ 
ated ejecting plunger 90 to move the latter radially out 
wardly so that the plunger engages the freshly sealed 
tube and moves the tube and the associated pack 3 in 
a third direction radially outwardly and away from the 
axis of the shaft 28 whereby the pack travels along the 
rails 59, 60. All this takes place while the pack 3 con 
tinues to share rotary movement of the turret 1. The 
pack slides along the support or platform 63 of the 
associated wrapping unit 62 (i.e., the pack moves at right 
angles to the direction of movement of the turret or, 
better to say, radially outwardly and away from the 
shaft 28) whereby the tucking members 64 (FIG. 3) 
provide the tube with two additional tucks 143 opposite 
the tucks 140. The tucks 143 lie ?at against the end faces 
of the pack. As the pack continues to slide along the 
support 63, it advances past the pairwise arranged fold 
ing members 65, 66 which respectively form inner and 
outer end ?aps 145, 144 (FIG. 2). Each inner end ?ap 
145 overlies two tucks 140, 143 and each outer end ?ap 
144 overlies an inner end ?ap 145. This completes the 
wrapping operation because the tube is nOW converted 
into an envelope which follows closely all six faces of 
the pack 3. All that remains is to bond the two pairs 
of inner and outer end ?aps 145, 144 to each other by 
means of the welding jaws 69 and to iron or press the 
resulting seams by the members 70. The plunger 90 con 
tinues to move the pack 3 radially outwardly whereby 
the pack slides along the support 63 and moves between 
the welding jaws 69. Once the pack enters the space be 
tween the jaws 69, the roller follower 98 causes the 
plunger 90 to suddenly return to its radially innermost 
position at a very high speed. This can be seen by ob 
serving the con?guration of the cam 97 in FIG. 3. By 
now, a pack 3 has almost completed a full revolution 
about the axis of the shaft 28. The jaws 69 apply heat 
to and bond the respective pairs of end ?aps 144, 145 
to each other to complete the conversion of the blank 
2 into an airtight envelope, i.e., the pack 3 and the associ 
ated envelope then form a ?nished or wrapped pack 5. 
The plunger 90 then performs the next working stroke 
and causes the next-following pack 3 to move the ?nished 
pack 5 radially outwardly, i.e., beyond the jaws 69 and 
into the space between the pressing members 70 which 
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are biased by springs and bear against the freshly formed 
seams between the adjoining pairs of end ?aps 144, 145. 
The pressing members 70 insure the formation of sharply 
outlined creases between the side panels and the end 
panels of the envelopes, i.e., they iron the end ?aps 144, 

i 145 as well as the tucks 140, 143. The duration of con 
tact between pressing members 70 and the adjoining end 
flaps and tucks of the ?nished envelope is selected in such 
a way that the seam between the end ?aps 144, 145 sets 
before the ?nished pack 5 is moved beyond the pressing 
members. 
The manner in which the welding jaws 69 move toward 

and away from each other in response to orbiting of the 
wrapping unit 62 about the shaft 28 of the turret 1 is 
self-evident by looking at FIG. 3. 
When a ?nished pack 5 is held between the spring 

biased pressing members 70, it continues to rotate with 
the turret 1 for about one-half of a full revolution and 
is held against movement radially outwardly by the ad 
joining abutment 134 of the shifting cam 133 which is 
associated with the preceding wrapping unit 62 (see FIG. 
2). It is removed from the turret 1 by the stationary 
receiving platform 135 and is immediately advanced 
along the platform by the next-following shifting cam 
133 through a distance which corresponds to the width 
of a ?nished pack (distance between the side faces). The 
next ?nished pack 5 which is deposited on the receiving 
platform 135 causes the preceding ?nished pack to move 
further away from the turret 1 until it reaches the upper 
run of the belt 136 or the inlet of the chute 137 (FIG. 
1). The belt 136 or the conveyor 139 of FIG. 1 advances 
?nished packs 5 to storage or directly to a binding or 
carton ?lling machine, not shown. If the ?nished packs 5 
are to be fed to a carton ?lling machine, the belt 136 
is preferably replaced by the chute 137 so that the latter 
can deliver pairs of ?nished packs into successive cells 
of the endless conveyor 139. The contents of ?ve succes 
sive cells (i.e., a total of ten ?nished packs 5 which form 
?ve stacks of two ?nished packs each) are then intro 
duced into successive cartons in a manner not forming 
part of the present invention. 

Of course, the take-o?’ conevyor of FIG. 1 can be used 
in combination with a carton ?lling machine without re 
sorting to the chute 137 and conveyor 139. This can be 
achieved by omitting each second shifting ‘cam 133 so that 
the platform 135 accumulates stacks of two ?nished 
packs 5 each. If the number of cams 133 is reduced to 
six, the platform 135 automatically accumulates pairs of. 
stacked packs 5 and such stacks are advanced by the 
width of a ?nished pack in response to movement of 
successive shifting cams 133 past the discharging or evac 
uating station between the turret 1 and receiving platform 
135. The belt 136 then receives a train of pairwise stacked 
packs 5 and advances them to the carton ?lling machine. 
The structure which is illustrated in FIG. 4 becomes 

effective when the wrapping apparatus is brought to a 
standstill, for example, in order to replace an exhausted 
bobbin 6 with a fresh bobbin or to replace the blade 13 
of the knife 10 with a freshly sharpened blade. During 
such stoppage of the wrapping apparatus,‘ the welding 
jaws 99 could burn or sear the flaps 141, 142. The struc 
ture of FIG. 4 automatically shifts the welding jaws 99 
away from the adjoining blanks 2 to prevent overheating 
which could cause burning, searing, crinkling or other de 
formation of the blanks. In other words, the purpose of 
the structure shown in FIG. 4 is to move the welding 
jaws 99 to the idle or retracted positions shown in FIG. 
4 (top) or in the lower part of FIG. 2. The electromag 
net 130 is deenergized in automatic response to stoppage 
of the turret 1. The spring 131 is then free to move the 
brake shoe 129 against the outer ring 123 by rocking the 
lever 128 on the pin 127 of the extension 126. The inner 
ring 119 continues to turn due to inertia and changes its 
angular position with reference to the suddenly arrested 
outer ring 133. The stop 121 of the inner ring 119‘ moves 
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away from the motion transmitting member 124 on the 
outer ring 123 and the member 124 engages the stop 122 
of the inner ring 119 to hold the inner ring against fur 
ther rotation. This causes the posts 112 on the outer ring 
123 to rock the bell crank levers 113 so that the arms 110 
of the levers 113 rock the jaws 99 about the axes of hol 
low shafts 104 and move the jaws away from the adjoin 
ing blanks 2. Thus, stoppage of the wrapping apparatus 
automatically entails movement of welding jaws 99 away 
from the treated blanks to prevent deformation or burn 
ing. The means for moving the jaws 69 is provided with 
a similar safety device which is analogous to the struc 
ture shown in FIG. 4 but is not speci?cally shown in the 
drawing. 

Referring now to FIG. 5, there is shown a modi?ed 
supply conveyor which supplies packs 3 to the turret 1. 
The purpose of this supply conveyor is to reduce the space 
requirements of the wrapping apparatus. This is achieved 
by arranging the supply conveyor in such a way that it 
delivers packs 3 in a direction which is parallel to the 
axis of the turret 1, i.e., not radially of the turret as shown 
in FIG. 1. It comprises an endless conveyor belt 214 
which is trained around a guide roll 223 and delivers 
packs 3 to a platform or bridge 215. The latter is pro 
vided with slots 212 for the prongs 17 of the turret 1 
and carries side walls 224, 225 the latter of which is pro 
vided with a window 213 for entry of packs 3 into the 
space between the walls 224, 225. Each of the walls 224, 
225 carries one section of a displacing cam 218 which is 
the functional equivalent of the cam 18 shown in FIG. 
1 or 3. The receiving end of the platform 215 diverges 
toward the discharge end of the belt 214 and is provided 
with side rails 216 which guide the packs into the space 
between the walls 224, 225 for proper engagement by 
the prongs 17. The wall 224 also performs the function 
of the stop 16 shown in FIG. 1. 
The discharge end of the belt 214 delivers successive 

packs 3 onto the platform 215. Each pack is pushed by 
the next-following pack 3 to travel between the converg 
ing rails 216 and to pass through the window 213 of the 
wall 225 prior to entering the space between the Walls 
224, 225. The wall 224 holds the foremost pack 3 until 
the next-following prongs 17 enter the slots 212 and lift 
the foremost pack 3 off the platform 215. Such pack is 
then engaged by the displacing cam 218 and is moved 
into the compartment 35 of the associated pocket 4 in the 
same way as described in connection with FIGS 1 to 3. 
A very important advantage of our wrapping apparatus 

is that it can turn out a much larger number of ?nished 
packs 5 than a conventional wrapping apparatus. As a 
matter of fact, the output of the 'wrapping apparatus 
which was described in connection with the drawings is 
a multiple of the output of a conventional apparatus. De 
spite such increased output, the individual wrapping steps 
take longer or at least as long as in conventional appara 
tus so that the increase in output is not effected at the 
expense of quality of envelopes. This is achieved by such 
mounting of the pockets 4 that each pocket can travel 
with the turret 1 and is additionally capable of movement 
in the axial direction of the turret. Thus, during move 
ment from the zone A to the zone B, the pockets 4 move 
the packs 3 and tubes in parallelism with the axis of the 
turret 1 but participate in rotary movement of the turret 
about the axis of the shaft 28. During movement along 
the rails 59, 60 and support 63 of the wrapping assem 
blies 62, the packs 3 travel radially outwardly but again 
share rotary movement of the turret 1. To our knowledge, 
all presently known wrapping or packaging machines 
utilize pockets which cannot move axially of the turret. 
Furthermore, to our knowledge, we were ?rst to arrange 
the various folding, tucking, pressing and welding or bond 
ing members in two axially spaced annular zones of the 
turret. The feed ‘for blanks 2 and the supply conveyor for 
packs 3 deliver to the annular .zone A, and the wrapping 
units 62 treat the wrapping material in the annular zone 
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B. The latter also delivers ?nished packs 5 to the take-off 
conveyor. It will be seen that, during travel with the tur 
ret, 1 each blank 2 and each pack 3 completes more 
than a single revolution. 

It is clear that our method and apparatus are suscep 
tible of many additional modi?cations without departing 
from the spirit of the present invention. For example, the 
blanks 2 may be provided with coats of adhesive which 
will cause the ?aps 141, 142 and 144, 145 to adhere to 
each other in response to application of heat and/ or pres 
sure. Furthermore, the blanks 2 need not consist of trans 
parent or translucent material and each such blank may 
be provided with a conventional tear strip to facilitate 
opening of the envelopes. Also, the packs 3 need not con 
tain cigarettes. For example, such packs could contain 
cigars, cigarillos, chewing tobacco or any other product 
or products which should be wrapped in a fully automatic 
way. 
Without further analysis, the foregoing will so fully 

reveal the gist of the present invention that others can, 
by applying current knowledge, readily adapt it for vari 
ous applications without omitting features which fairly 
constitute essential characteristics of the generic and spe 
ci?c aspects of our contribution to the art. 
What is claimed as new and desired to be protected by 

Letters Patent is set forth in the appended claims: 
1. A method of applying blanks around cigarette packs 

or like block-shaped commodities of the type having pairs 
of front, side and end faces, comprising applying a blank 
against a surface which travels continuously in a ?rst 
direction; moving one side face of a commodity trans 
versely against the travelling blank to convert the blank 
into a U-shaped body, which is draped over one side 
face and over the front faces and whose marginal 
portions extend transversely beyond the end faces and 
outwardly beyond the other side face of the commod 
ity and simultaneously advancing said body and said 
commodity in said ?rst direction; providing said body 
with a ?rst pair of tucks overlying the end faces 
adjacent to the one side face of the commodity; fold 
ing the body over the other side face of the com 
modity to form a pair of overlying side ?aps by simul 
taneous conversion of said body into a tube; moving the 
tube axially in a second direction transversely of said 
?rst direction and simultaneously moving the tube in said 
?rst direction; bonding the side flaps to each other; mov 
ing the commodity and the tube in a third direction at 
right angles to said second direction and simultaneously 
providing the tube with a second pair of tucks overlying 
the end faces adjacent to the other side face, folding the 
tube over the end faces to form pairs of overlying end 
flaps adjacent to each end face, and bonding the overly 
ing end ?aps to each other while the resulting envelope 
continues to move in said ?rst direction; and moving the 
envelope away from said surface. 

2. A method as de?ned in claim 1, wherein said sur 
face orbits about a ?xed axis and wherein said second 
and third directions respectively extend in parallelism 
with and radially of such axis. 

3. A method as de?ned in claim 1, wherein said blank 
consists of transparent synthetic plastic material. 

4. A method as de?ned in claim 1, wherein the step 
of providing the U-shaped body with said ?rst pair of 
tucks takes place in response to movement of said one 
side face of the commodity against the travelling blank. 

5. A method as de?ned in claim 4, further comprising 
the step of pressing said side ?aps against the other side 
face of the commodity while the tube moves in said sec 
ond direction. 

6. A method as de?ned in claim 5, further comprising 
the step of pressing said tucks and said end ?aps ?at 
against said end faces upon completion of said second 
bonding step and while the envelope continues to travel 
in said ?rst direction. 

7. A method as de?ned in claim 1, wherein the blank 
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consists of heat-sealable material and each of said bond 
ing steps includes the application of heat and pressure. 

8. Apparatus for applying blanks around cigarette packs 
or like box-shaped commodities of the type having pairs 
of front, side and end faces, comprising a substantially 
turret-shaped assembly conveyor arranged to rotate about 
a ?xed axis and including a plurality of peripheral pock 
ets each having an open side facing away from said axis 
and each dimensioned to receive a commodity; means 
for moving said pockets axially as the assembly conveyor 
rotates; retaining means provided on said conveyor in 
the region of each pocket for yieldably holding blanks 
in position in which the blanks overlie the open sides 
of the respective pockets; a feed for applying to said con 
veyor a succession of blanks which overlie successive 
pockets; supply means for delivering a succession of com 
modities to said conveyor downstream of said feed; dis 
placing means for introducing the thus delivered commod 
ities into successive pockets by simultaneous conversion 
of blanks which overlie such pockets into U-shaped bodies 
each of which is draped over one side face and both front 
faces of the respective commodity; and sets of tucking, 
folding and bonding means for converting said U-shaped 
bodies into completely sealed envelopes each of which 
follows the outline of the respective commodity. 

9. Apparatus as de?ned in claim 8, wherein said re 
taining means comprises a plurality of suction ducts pro 
vided in said conveyor to draw the blanks against the 
peripheral surface of the conveyor during travel of said 
blanks from said feed toward said displacing means. 

10. Apparatus as de?ned in claim 8, wherein each of 
said pockets extends radially of said axis. 

11. Apparatus as de?ned in claim 10‘, wherein the 
open sides of said pockets are elongated and extend in 
parallelism with the axis of said assembly conveyor. 

12. Apparatus as de?ned in claim 10‘, wherein said 
assembly conveyor comprises a pair of axially spaced 
zones one of which registers with said feed and said 
supply means and the other of which accommodates 
at least some of said tucking, folding and ‘bonding means. 

13. Apparatus as de?ned in claim 12, further compris 
ing take-off means arranged to received sealed envelopes 
from the other zone of said assembly conveyor. 

14. Apparatus as de?ned in claim 8, wherein the tuck 
ing means of each set comprises a pair of tucking mem 
bers rigid with the respective pocket and arranged to 
provide the respective U-shaped body with a pair of tucks 
overlying the end faces adjacent to the one side face of 
the respective commodity, and wherein the molding means 
of each set comprises a pair of folding members associ 
ated with and movable relative to each pocket to convert 
the respective U-shaped body into a tube having a pair 
of overlying side ?aps abutting against the other side 
face of the respective commodity. 

15. Apparatus as de?ned in claim 14, wherein each 
of said tucking means further comprises a second pair 
of tucking members ?xedly carried by said conveyor and 
arranged to provide the respective tubes with second pairs 
of tucks overlying the end faces adjacent to the other 
side faces of the adjoining commodities, each of said 
folding means further comprising two additional pairs 
of folding members arranged to provide the respective 
tubes with pairs of end ?aps overlying said tucks so 
that such tubes then form envelopes completely surround 
ing the respective commodities. 

16. Apparatus as de?ned in claim '8, wherein said 
blanks consist of heat-scalable material and wherein said 
tucking and folding means are arranged to convert the 
U-shaped bodies into envelopes each having two pairs 
of tucks overlying the end faces, two pairs of end ?aps 
overlying such pairs of tucks, and a pair of side flaps 
overlying the other side face of the respective commodity, 
each of said bonding means comprising ?rst heating 
means for bonding said side ?aps to each other and 
second heating means for bonding said pairs of end 
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?aps to each other, each of said pockets being movable 
with reference to said conveyor into registry with the 
?rst and second heating means of the respective set. 

17. Apparatus as de?ned in claim 16, wherein each 
of said tucking means comprises a ?rst pair of tucking 
members which are rigid with the respective pockets and 
a second pair of tucking members which are spaced from 
the ?rst tucking members in the radial direction of said 
conveyor, each of said folding means comprising ?rst 
folding members aligned with the ?rst pair of tucking 
members and additional folding members aligned with 
the second tucking members of the respective set, said 
?rst and second heating means being aligned with said 
second pairs of tucking members, said pairs of second 
tucking members forming with said additional folding 
members and said heating means a plurality of wrapping 
units which rotate with said conveyor and said pockets 
being movable into and from registry with the respective 
wrapping units to receive U-shaped bodies when out of 
registry with the respective units, and further compris 
ing means for ejecting the commodities and the respec 
tive tubes from said pockets and for moving such com 
modities along the respective units. 

18. Apparatus as de?ned in claim 17, wherein said 
units extend substantially radially of said axis and where 
in said ?rst folding members comprise pairs of folding 
members movable across the open sides of the respec 
tive pockets to thereby provide the U-shaped bodies 
with said side ?aps, said movable folding members being 
arranged to form said side ?aps while the respective 
pockets are out of registry with said units. 

19. Apparatus as de?ned in claim 18, wherein said 
movable folding members have cutouts and said ?rst 
heating means are movable through such cutouts and 
into engagement with the side ?aps. 

20. Apparatus as de?ned in claim 16, further compris 
ing cam-operated means for moving said heating means 
with reference to the respective ?aps. 

21. Apparatus as de?ned in claim 8, wherein each 
of said bonding means comprises a plurality of heating 
means and further comprising means for disengaging at 
least one heating means of each bonding means from 
the blanks in response to a predetermined reduction 
in rotational speed of said conveyor. 

22. Apparatus as de?ned in claim 8, wherein each 
of said folding means comprises a pair of folding mem~ 
bers movable across the open side of the respective pocket 
and cam-operated means for moving said folding 
members. 

23. Apparatus as de?ned in claim 18, wherein each of 
said sets further comprises pressing means for pressing 
portions of sealed envelopes against the end faces of the 
respective commodities. 

24. Apparatus for applying blanks around cigarette 
packs or like box-shaped commodities of the type having 
pairs of front, side and end faces, comprising a substan 
tially turrent-shaped assembly conveyor arranged to ro 
tate about a ?xed axis and including a plurality of 
peripheral pockets each having an open side facing away 
from said axis and each dimensioned to receive a com 
modity; retaining means provided on said conveyor in the 
region of each pocket for ‘yieldably holding blanks in 
positions in which the blanks overlie the open sides of 
the respective pockets; a feed for applying to said con~ 
veyor a succession of blanks which overlie successive 
pockets; supply means for delivering a succession of 
commodities to said conveyor downstream of said feed; 
displacing means for introducing the thus delivered com 
modities into successive pockets by simultaneous con 
version of blanks which overlie such pockets into U 
shaped bodies each of which is draped over one side face 
and both front faces of the respective commodity, said 
conveyor comprising a ?rst annular zone which travels 
past said feed and said supply means and a second an 
nular zone which is axially spaced from said ?rst zone, 
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said pockets being movable axially of said conveyor into 
each of said zones to receive U-shaped bodies and com 
modities while located in said ?rst zone and to be relieved 
of commodities and blanks while located in said second 
zone; and sets of tucking, folding and bonding means 
carried by and travelling with said conveyor for convert 
ing said U-shaped bodies into sealed envelopes each of 
which follows the outline of the respective commodity, 
each of said sets including a unit of tucking, folding and 
bonding means disposed in said second zone and each 
of said units further comprising guide means for guiding 
the commodities and the respective blanks past the cor 
responding tucking, folding and bonding means substan 
tially radially of said conveyor. 

25. Apparatus as de?ned in claim 24, wherein each of 
said units further comprises a support for one front face 
of a commodity and each of said guide means comprises 
a pair of rails ?anking the respective support, the tucking, 
folding and bonding means of said units being carried by 
the respective rails and being disposed intermediate such 
rails. 

26. Apparatus as de?ned in claim 25, wherein each of 
said units further comprises a pair of pressing means dis 
posed downstream of the respective bonding means for 
pressing portions of envelopes against the end faces of 
the respective commodities. 

27. Apparatus for applying blanks around cigarette 
packs or like box-shaped commodities of the type having 
pairs of front, side and end faces, comprising a substan 
tially turrent-shaped assembly conveyor arranged to ro 
tate about a ?xed axis and including a plurality of periph 
eral pockets each having an open side facing away from 
said axis and each dimensioned to receive a commodity, 
said pockets being movable axially of said conveyor; 
means for moving each pocket independently of the other 
pockets; retaining means provided on said conveyor in the 
region of each pocket for yieldably holding blanks in 
positions in which the blanks overlie the open sides of the 
respective pockets; a feed for applying to said conveyor 
a succession of blanks which overlie successive pockets; 
supply means for delivering a succession of commodities 
to said conveyor downstream of said feed; displacing 
means for introducing the thus delivered commodities 
into successive pockets by simultaneous conversion of 
blanks which overlie such pockets into U-shaped bodies 
each of which is draped over one side face and both front 
faces of the respective commodity; and sets of tucking, 
folding and bonding means carried by and travelling with 
said conveyor for converting said U-shaped bodies into 
sealed envelopes each of which follows the outline of the 
respective commodity. 

28. Apparatus as de?ned in claim 27, wherein said 
conveyor comprises a ?rst annular zone which travels 
past said feed and said supply means and a second annu 
lar zone axially spaced from said ?rst zone and accom 
modating at least some tucking, folding and bonding 
means of each set, said pockets being movable axially 
between said zones and the contents of said pockets benig 
movable radially in said second zone. 

29. Apparatus as de?ned in claim 28, wherein each 
of said pockets comprises a pair of parallel walls and is 
rigid with a pair of tucking members forming part of 
the tucking means in the respective set, said means for 
moving the pockets independently of each other com 
prising ?xed cam means adjacent to said conveyor and 
follower means connected with each pocket. 

30. Apparatus as de?ned in claim 28, further com 
prising cam-operated ejector means for moving the con 
tents of said pockets in the second annular zone radially 
of said assembly conveyor. 

31. Apparatus as de?ned in claim 8, wherein said sup 
ply means comprises a stationary platform adjacent to the 
periphery of said assembly conveyor, a second conveyor 
for delivering commodities to said platform, and stop 
means adjacent to said platform to arrest the foremost 
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commodity in a position for engagement with said dis 
placing means. 

32. Apparatus for applying blanks around cigarette 
packs or like box-shaped commodities of the type having 
pairs of front, side and end faces, comprising a substan 
tially turret-shaped assembly conveyor arranged to rotate 
about a ?xed axis and including a plurality of peripheral 
pockets each having an open side facing away from said 
axis and each dimensioned to receive a commodity; re 
taining means provided on said conveyor in the region of 
each pocket for yieldably holding blanks in positions in 
which the blanks overlie the open sides of the respective 
pockets; a feed for applying to said conveyor a succession 
of blanks which overlie successive pockets; supply means 
for delivering a succession of commodities to said con 
veyor downstream of said feed; displacing means for 
introducing the thus delivered commodities into succes 
sive pockets by simultaneous conversion of blanks which 
overlie such pockets into U-shaped bodies each of which 
is draped over one side face and both front faces of the 
respective commodity, said displacing means comprising 
entraining means provided on said assembly conveyor ad 
jacent to each of said pockets to remove commodities 
from said supply means and stationary cam means ad 
jacent to said conveyor to displace commodities along 
said entraining means and into the respective pockets; 
and sets of tucking, folding and bonding means carried 
by and traveling with said conveyor for converting said 
U-shaped bodies into sealed envelopes each of which fol 
lows the outline of the respective commodity. 

33. Apparatus as de?ned in claim 32, further com 
prising inserting means located downstream of said cam 
to effect complete introduction of each successive com 
modity into the respective pocket. 

34. Apparatus as de?ned in claim 8, further compris 
ing take-off means for receiving sealed envelopes from 
said assembly conveyor, said take-off means comprising 
?xed receiving means adjacent to said assembly conveyor 
and a second conveyor for receiving envelopes from said 
?xed receiving means. 

35. Apparatus as de?ned in claim 34, further com 
prising shifting means provided on said assembly con 
veyor for at least one of said pockets to displace the en 
velopes along said receiving means in response to rotation 
of said assembly conveyor. 

36. Apparatus for applying blanks around cigarette 
packs or like box-shaped commodities of the type having 
front, side and end faces, comprising a substantially tur 
ret-shaped assembly conveyor arranged to rotate about a 
predetermined axis, said conveyor having axially spaced 
?rst and second zones and including a plurality of periph 
eral receiving means each having an open side facing 
away from said axis and each being movable substan~ 
tially axially of said conveyor between ?rst and second 
positions in which such receiving means are respectively 
located in said ?rst and second zones; means for moving 
said receiving means between ?rst and second positions; 
retaining means provided on said conveyor in the region 
of each receiving means in said ?rst position for holding 
blanks in positions in which such blanks overlie the open 
sides of the respective receiving means; a feed for supply 
ing to said conveyor blanks which overlie successive re 
ceiving means in said ?rst positions thereof; means for 
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delivering a succession of commodities to said conveyor 
downstream of said feed and for introducing the thus 
delivered commodities into said receiving means by si 
multaneous partial draping of blanks which overlie such 
receiving means around the respective commodities; and 
additional means for converting the thus draped blanks 
into envelopes, at least a portion of said additional means 
being arranged to act upon the blanks while the respec 
tive receiving means assume said second positions. 

37. Apparatus as de?ned in claim 36, wherein each 
of said receiving means comprises a hollow member de 
?ning a compartment whose con?guration and dimensions 
correspond to those of a commodity. 

38. Apparatus as de?ned in claim 37, wherein each of 
said hollow members has a second open side located op 
posite said ?rst mentioned open side thereof. 

39. Apparatus for applying blanks around cigarette 
packs or like box-shaped commodities of the type having 
pairs of front, side and end faces, comprising a substan 
tially turret-shaped assembly conveyor arranged to rotate 
about a ?xed axis and including a plurality of peripheral 
pockets each having an open side facing away from said 
axis and each dimensioned to receive a commodity; re 
taining means provided on said conveyor in the region 
of each pocket for yieldably holding blanks in positions 
in which the blanks overlie the open sides of the respec 
tive pockets; a feed for applying to said conveyor a suc 
cession of blanks which overlie successive pockets; sup 
ply means for delivering a succession of commodities 
to said conveyor downstream of said feed; displacing 
means for introducing the thus delivered commodities 
into successive pockets by simultaneous conversion of 
blanks which overlie such pockets into U-shaped bodies 
each of which is draped over one side face and both front 
faces of the respective commodity; sets of tucking, fold 
ing and bonding means carried by and travelling with 
said conveyor for converting said U-shaped bodies into 
sealed envelopes each of which follows the outline of the 
respective commodity; takeo? means for receiving sealed 
envelopes from said conveyor, comprising ?xed receiving 
means adjacent to said conveyor, a second conveyor for 
receiving envelopes from said receiving means, and a 
chute disposed between said receiving means and said 
second conveyor; and shifting means provided on said 
assembly conveyor for at least one of said pockets to dis 
place the envelopes along said receiving means in re 
sponse to rotation of said assembly conveyor. 
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