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ABSTRACT OF THE DISCLOSURE 

A package construction comprised of articles having an 
overwrap shrunk in position therearound and having a 
comparatively unshrinkable ribbon means fastened to the 
overwrap at spaced intervals and bulging outwardly from 
the exterior surface of the overwrap at locations between 
the spaced intervals to de?ne a carrying handle for the 
package; and, an apparatus for and method of making 
such a package construction. 

BACKGROUND OF THE INVENTION 
Many packages have been proposed heretofore com 

prised of articles which have a plastic ?lm heat shrunk 
around such articles; however, such previously proposed 
packages often are not provided with carrying handles or 
the handles which have been provided are either compara 
tively expensive to make or fasten in position or are unac~ 
ceptable because they cause tearing of the plastic over 
wrapping material of their associated packages upon lift 
ing such packages by their handles. Further, previously 
proposed apparatus and methods used to make over 
wrapped packages are complicated, expensive, and may 
result in unacceptable packaging costs. 

SUMMARY 

This invention provides an improved package construc 
tion having a unique, simple, and economical carrying 
handle provided as an integral part thereof. Further, this 
invention provides an improved apparatus for and method 
of making such a package construction. 

Other details, uses, and advantages of this invention 
will become apparent as the following description of the 
exemplary embodiments thereof presented in the accom 
panying drawings proceeds. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The accompanying drawings show present exemplary 
embodiments of this invention, in which: 

FIG. 1 is a perspective view with parts in section and 
parts ‘broken away illustrating one exemplary embodiment 
of the completed package construction or package of this 
invention and an exemplary apparatus and method of 
making same; 
FIG. 2 is a perspective view illustrating a heat-shrink 

able tubular sleeve overwrap made from a single rec 
tangular sheet and having a comparatively unshrinkable 
ribbon means or ribbon fastened in position therearound 
at spaced intervals wherein such overwrap is shown with 
articles to be overwrapped absent from the illustration; 
FIG. 3 is a perspective view illustrating a plurality of 

articles in position within the overwrap of FIG. 2 prior 
to shrinking such overwrap in position; 

FIG. 4 is a perspective View illustrating the overwrap 
of FIG. 3 shrunk in position around its associated articles 
and particularly illustrating the bulging of the compara 
tively unshrinkable ribbon outwardly from the exterior 
surface of the completed package and the manner in 
which ?ngers may be inserted between the ribbon and the 
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outside surface of the package to enable easy grasping 
and carrying thereof; v 

FIG. 5 is a perspective view illustrating another pack 
age similar to the package of FIG. 4 illustrating an over 
wrap and its integral carrying handle fastened in position 
around a plurality of cans; 
FIG. 6 is a perspective view similar to FIG. 2 illustrat 

ing a substantially continuous seamless tubular sleeve 
made of a shrinkable material and having ribbon means 
in the form of a rectilinear band fastened at spaced inter 
vals along the sleeve in substantially parallel relation to 
a central axis of such sleeve; 
FIG. 7 is a perspective view illustrating the tubular 

sleeve overwrap of FIG. 6 shrunk in position around a 
plurality of articles and also illustrating the manner in 
which the resulting package may be easily grasped and 
carried; 

FIG. 8 is a perspective view similar to FIG. 2 particu 
larly illustrating a continuous tubular sleeve having ribbon 
means de?ned as a continuous annular band fastened in 
position concentrically therearound prior to inserting arti 
cles to be packaged within the tubular sleeve; and 
FIG. 9 is a perspective view with parts in section and 

broken away illustrating another exemplary embodiment 
of the apparatus and method of this invention. 

DESCRIPTION OF ILLUSTRATED 
EMBODIMENTS 

One exemplary embodiment of the completed package 
construction of this invention is illustrated in FIGS. 1 and 
4 of the drawings and designated generally by the refer 
ence numeral 20 and such package construction or pack 
age comprises an overwrap 21 which is shrunk tightly 
against article means shown as a plurality of boxes each 
designated by the reference numeral 22 and provided with 
ribbon means shown as an elongated ribbon 23 fastened 
to the shrunk overwrap at spaced intervals and bulging 
outwardly from the exterior surface of the overwrap 21 
at locations between the spaced intervals and‘each such 
location being designated by the reference numeral 25. 
Each outward bulge 25 results in the provision of a gap 
or space between the exterior surface of the overwrap 21 
and the inside surface of the ribbon 23 enabling easy inser 
tion of one’s ?ngers through such gap whereby a simple 
and economical carrying handle for the package 20 is 
de?ned. ' 

The ribbon 23 is comparatively unshrinkable, i.e., it 
is made of a material which will not shrink or shrinks 
substantially less than the overwrap 21 when subjected to 
an environment which would normally cause shrinking 
of such overwrap, and initially the ribbon 23 has sub 
stantially its entire inside surface designated by the ref 
erence numeral 31 adjoining the outside surface of the 
overwrap 21 prior to shrinking such overwrap in position, 
see FIGS. 2 and 3 of the drawings. Further, the ribbon 
23 is fastened to the overwrap 21 at spaced intervals or 
areas and each spaced area where the ribbon 23 and 
overwrap 21 are fastened together is designated by the 
reference numeral 27 in FIG. 2. Once the overwrap 21 
is shrunk in position the ribbon 23 bulges outwardly be 
tween each spaced interval 27 and as indicated at 25 to 
de?ne the previously mentioned carrying handle for the 
package 20. 
The package construction or package 20 may be made 

by any suitable apparatus and utilizing any suitable 
method; however, one exemplary embodiment of an ap 
paratus and method of this invention which may be 
utilized is shown in FIG. 1 of the drawings and designated 
generally by the reference numeral 35. The apparatus 35 
comprises a suitable support supporting opposite ends of 
the central shaft 36 of a supply roll 40 of shrinkable 
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material to enable unwinding rotation of the supply roll 
and such shrinkable material will be designated by the 
reference numeral 21 in both its unshrunk condition prior 
to the forming of a package and its shrunk condition after 
the forming of a package 20 for simplicity and to enable 
an easier understanding of this invention. 
The apparatus 35 has a device which is designated 

generally by the reference numeral 42 for unwinding the 
heat-shrinkable material 21 from its supply roll 40 and 
moving the unwound section away from such supply roll. 
The device 42 of this example of the invention comprises 
an endless belt conveyor or belt 43 which is supported 
and suitably rotated around a pair of rollers 44 and 45 
arranged at opposite ends thereof and such belt has 
openings extending therethrough enabling air flow in a 
direction substantially perpendicular to the surface of the 
belt and for reasons to be subsequently described. The 
roller 45 of this example of the invention is suitably driven 
to move the belt 43 in a known manner. 
The belt 43 of this exemplary embodiment of the in 

vention is made of a substantially porous material where 
by openings are provided therethrough in a random 
manner and a few representative ones of such openings 
have been designated by the reference numeral 46. How 
ever, in some applications of this invention the belt may 
be made of a material which is substantially impervious 
to air flow therethrough and may have openings similar 
in function to the openings 46 mechanically formed there 
in in any desired pattern. 
The unwinding device 42 comprises a vacuum device 

47 suitably supported between the rollers 44 and 45 and 
beneath the bottom surface 51 of the top portion 52 of 
the belt 43. The vacuum device 47 is in the form of a 
substantially enclosed vacuum box having openings 50 
extending through its top wall 53 and having a line 54 
suitably connected between the vacuum device or box 47 
and a vacuum source such as a vacuum pump 55. 
The heat-shrinkable plastic ?lm 21 is initially pulled 

between a roller 56 of apparatus 35 and the top surface 
of the belt 43 while a vacuum is applied by the vacuum 
device 47 through openings 50 in the top wall 53 and 
openings 46 in the belt 43 against the bottom surface of 
the plastic ?lm 21 to thereby hold the ?lm 21 against 
the top portion 52 of the belt 43. With the plastic ?lm 
thus held in position by vacuum and with movement of 
the belt 43 the plastic ?lm 21 is unwound from its supply 
roll 40 and moved away therefrom. 
The apparatus 35 has fastening means designated gen 

erally by the reference numeral 60 for fastening ribbon 
means such as an elongated ribbon to the plastic material ' 
or ?lm 21 at spaced intervals during the unwinding of 
such plastic material. For ease of presentation the elon 
gated ribbon will be designated by the reference numeral 
23 as in the completed package 20. The fastening means 
or device 60 comprises a suitable support supporting a 
central shaft 62 of a supply roll 63 of the ribbon 23 
adjacent the unwinding and moving device 42 to enable 
unwinding rotation of the roll 63. The fastening device 60 
also comprises an applicator shown in this example as 
a spray nozzle 65 for applying adhesive means in the 
form of a liquid adhesive 70 to the inside surface of the 
ribbon 23 at predetermined spaced intervals to de?ne the 
previously mentioned fastened areas 27. The nozzle 65 
is supplied with liquid adhesive from an associated supply 
reservoir and such nozzle is provided with associated 
components which are operated in a known manner to 
periodically spray liquid adhesive against the inside sur 
faclze of the ribbon 23 at the predetermined spaced inter 
va 5. 

The ribbon 23 has its forward end portion initially in 
serted between the roller 56 and the top surface of the 
belt 43 with adhesive 70 applied thereagainst so that with 
movement of the plastic material 21 by the device 42 
the ribbon 23 is also simultaneously unwound from its 
supply roll 63 at the correct speed and as determined by 
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the movement of the plastic material 21. A guide roller 
66 is also provided and suitably supported for rotation 
between the supply roll 63 of ribbon 23 and the roller 56. 
The guide roller 66 assures that the ribbon 23 is intro 
duced in position at the desired location along the width 
of the plastic material 21 and with continued unwinding 
movement of the plastic material 21 from its supply 
roll 40. 
As previously mentioned the ribbon 23 is inserted be 

tween the roller 56 and the top surface of the belt 43 
adjacent the belt roller 44. The roller 56 serves, in e?‘ect, 
as a clamping device for clamping the ribbon 23 and the 
plastic material 21 together and assures optimum fasten 
ing of the ribbon 23 against such plastic material. Also, 
the compressive or clamping force exerted by the roller 
56 may be suitably controlled in any desired manner to 
assure that the plastic material 21 and ribbon 23 are 
clamped ?rmly together. 
As previously explained, the spray nozzle 65 is used 

to apply liquid adhesive means 70 against the inside 
surface of the ribbon 23 and such liquid adhesive means 
may be in the form of a liquid glue, a suitable solvent, 
or the like, and is designated by the reference numeral 
70 in both its liquid and solidi?ed state. The liquid ad 
hesive 70 may be of the type which is quick drying; how 
ever, to assure complete drying a drier may be provided 
in the form of a heated drying roll 71. 
The roll 71 may be of any known construction, and 

in this exemplary embodiment of the invention is pre 
sented as a roll which has its outside surface electrically 
heated by heating elements embedded therein adjacent 
such outside surface with the heating elements being 
supplied with electrical energy from a suitable electrical 
source. The roll 71 may also be yieldingly urged against 
the top surface of the plastic material 21 in a controlled 
manner to compress the plastic material 21 and elongated 
ribbon 23 together and against the top surface of the 
belt 43. The drier of this example is shown as the single 
roll 71 acting against the top surface of the plastic ma 
terial 21; however, it will be appreciated that a pair of 
cooperating drying rolls may be used downstream of the 
vacuum device 47 with one or both of such rolls having 
a heated surface. 
The exemplary apparatus 35 may have one or more 

articles such as boxes 22 to be overwrapped suitably fed 
thereon by either manual or automatic means. In the 
illustration of FIG. 1 a plurality of four boxes 22 are 
overwrapped to de?ne each package 20 and the boxes 
22 may be suitably lightly tacked together as by adhesive 
spots therebetween to hold them in the desired vertical 
alignment during the wrapping thereof by the apparatus 
35 and each set of boxes 22 to be overwrapped will be 
referred to as an assembly of boxes and designated by 
the reference numeral 73. 
The exemplary apparatus 35 may have a pair of arms 

74 each having a holding member 75 de?ning the lower 
end thereof and the arms 74 may comprise portions of 
an automatic loading assembly which automatically 
grasps each assembly 73 of boxes 22 from an associated 
supply thereof and positions the boxes 22 in the proper 
position on the belt 43 and hence at the proper position 
on the plastic material 21 so that substantially equal 
amounts of the boxes 22 are positioned on opposite sides 
of the ribbon 23. The operation of the apparatus 35 may 
be such that it moves each assembly 73 to be overwrapped 
in a continuous manner or in an intermittent manner, as 
desired. In this example of the invention the operation 
of the apparatus 35 will be described as an intermittent 
operation for simplicity and ease of presentation. 
The apparatus 35 may be provided with a pick-01f belt 

conveyor 81 arranged downstream of the conveyor 43 
and the conveyor 81 is supported on a pair of rollers 82 
and 83. The pick-off conveyor 81 is used to transfer each 
assembly 73 of boxes 22 to a placing or overwrapping 
station which will be designated generally by the reference 
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numeral 80. A substantially planar and horizontally ar 
ranged support 84 is provided at the overwrapping station 
80 and utilized to support each assembly 73 during the 
overwrapping thereof. The planar support 84 has a sub 
stantially frictionless top surface 85 to enable smooth 
sliding movement of each assembly 73 thereacross. 
One or more driving rollers may be provided in associ 

ation with the planar support 84 and in this example 
of the invention a single driving roller 86 is provided and 
utilized to move each assembly 73 of boxes oif the sup 
port 84 and away from the overwrapping station 80 in 
a manner to be described in more detail subsequently. 
The driving roller 86 has an outer circumferential surface 
90 which extends slightly above the top surface 85 of the 
planar support 84 to assure engagement with the bottom 
surface of each assembly 73 and enable each assembly 
73 to be easily moved beyond the overwrapping sta 
tion 80. 
Each assembly 73 of boxes 22 is introduced onto the 

belt conveyor 43 and moved ?rst by the belt conveyor 
43 and then by the pick-off conveyor 81 onto the support 
84 at the wrapping station 80. The driving roller 86 may 
also be jogged; i.e., rotated for a predetermined short 
time increment, to assure each assembly 73 is essentially 
in the center of the support 84. Any suitable control means 
may be provided to provide jog actuation of the roller 
86, such as a photoelectric system, which may control a 
combination clutch and gear box assembly 91 which is 
operatively connected to the roller 86 and driven by an 
electric motor 92. 
The apparatus 35 also has a cutter shown as a cutting 

knife 94 which is actuated by a suitable actuator 95 to 
ward and away from the plastic material 21 and the knife 
94 may be provided with a suitable backup member 96 
to assure a sharp and accurate cutting action by the knife 
94. The knife 94 is positioned upstream of the wrapping 
station 80 so that the required amount of plastic material 
21 is cut upstream of the wrapping or placing station 80 
to assure proper wrapping around the associated assembly 
73. In addition, it will be appreciated that each assembly 
73 of articles 22 is positioned on the belt 43 and the knife 
94 is positioned to assure that the proper amount of plas 
tic material 21 remains downstream of the assembly, i.e., 
between each particular assembly 73 and the knife 94. 
The knife 94 is moved by its actuator 95 in a recipro 

cating manner so that each spaced area 27 having adhesive 
70 applied thereagainst is effectively bisected by the knife 
94 so that the ribbon 23 for each rectangular sheet desig 
nated by the numeral 99 and utilized to de?ne a tubular 
overwrap, prior to shrinking, for each package 20 has 
its associated section of elongated ribbon 23 adhered 
thereto adjacent opposite end edges thereof and as illus 
trated at 100 for each end edge. It will also be appreciated 
that the placement of each assembly 73 on the conveyor 
43 and the spacing between each fastened area takes into 
account the size of the boxes 22 and the fact that it is 
desirable that areas 27 at opposite ends of each sheet 99 
be essentially bisected in de?ning each sheet 99. 
As previously mentioned each assembly 73 is moved 

from the belt 43 onto the central portion of the support 84 
at the wrapping station 80 by either the pick-01f conveyor 
81 alone or in cooperation with the driving roller 86. 
Once a particular assembly 73 is in position on the support 
84, the belt 43, pick-off conveyor 81, and driving roller 86 
are automatically stopped by suitable electrical control 
means and the knife 94 is actuated in the manner pre 
viously described. The knife 94 cuts the plastic material 
21 so that an upstream portion of such plastic material 
21 between the support 84 and the knife 94 is free to be 
wrapped in position. It will also be apparent that a portion 
of the plastic material arranged downstream of the sup 
port 84 is also free to be‘wrapped around the assembly 
73 and in a manner now to be described. 
The apparatus 35 has a pair of cooperating wrapping 

arms 103 arranged at opposite ends of the planar support 
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84 and the arms 103 are supported by a bracket assem 
bly 101 which is supported and moved by an actuator 
102 to thereby move the arms 103 vertically in the de 
sired manner. A backup member 104 may also be provided 
and moved in position in any suitable manner substan 
tially centrally over the top surface of each assembly 73 
once such assembly is positioned on the support 84. The 
backup member of this example comprises an elongated 
backup plate 104 which is carried and moved into position 
by an actuator 111 which also is used to carry and move a 
sealing bar 110 and in a manner which will be apparent 
from FIG. 1. 
With an assembly 73 in position on the support 84 and 

with the rectangular sheet 99 now cut the arms 103 are 
moved by the actuator 102 upwardly from their lower posi 
tion illustrated at 105 to an upper position and are then 
moved horizontally by a pair of cooperating actuators 106 
causing the sheet 99 of plastic material 21 to be placed 
or wrapped around the assembly 73 of articles 22 with the 
opposite end portions of the sheet 99 placed one on top 
of the other and against the top surface of the plate 104 
which has been moved in position by the actuator 111. 
As previously mentioned the apparatus 365 has a sealing 

bar 110 which is carried by the actuator 111 and moved 
moved toward and away from the plate 104 by such ac 
tuator and once the arms 103 have overlapped the op 
posite end portions of the plastic material 21 against the 
backup member 104 the actuator 111 is extended further 
downwardly to move the sealing bar 110 in position and 
heat seal across the entire width of the plastic material 21 
while also simultaneously effectively sealing adjacent the 
aligned, and also overlapped, opposite ends of each elon 
gated section of ribbon 23. The rectangular sheet 99 is 
effectively heat sealed so that it de?nes a substantially 
tubular sleeve around the assembly 73 and because the 
ribbon 23 extends completely across one dimension of 
the sheet 99 it de?nes an annular band around the sleeve 
thus de?ned. 
The exemplary ribbon 23 is presented in this speci?ca 

tion as being made of cloth; however, such ribbon may be 
made of a thermoplastic material which is substantially 
unshrinkable by heat when compared with the heat shrink 
ing characteristics of the plastic material 21 and as will 
be described in more detail in connection with another 
embodiment of this invention to be presented later in 
this speci?cation. In those instances where the ribbon 23 
is made of such a thermoplastic material the sealing bar 
110, in effect, fastens the terminal ends of the ribbon 23 
together in a more effective manner to de?ne an annular 
band and carrying handle means of improved strength. 

Once each particular assembly 73 of boxes 21 has 
been overwrapped in the manner described above the driv 
ing roller 86 is energized by energizing the clutch assembly 
91 to move each overwrapped assembly 73 onto another 
belt conveyor or belt 115, which is supported by a plu 
rality of rollers 116 with at least one or more of the 
rollers 116 being suitably driven to move the belt 115. 
The belt conveyor 115 moves each assembly 73 away 
from the wrapping station 80 for further processing in a 
manner as will now be described. Further, it will be ap 
preciated that the belt 115 may be continuously operated 
while the belt 43, pick-off conveyor 81, and driving roller 
are generally operated in a predetermined synchronized 
and sequential manner. 
The apparatus 35 has a device for shrinking the heat 

shrinkable plastic material 21 against boxes 22 and in this 
example of the invention the heat shrinking device com 
prises the shrink tunnel or heated oven 120 which sub 
jects the entire overwrapped assembly 73 to a controlled 
heat environment causing the plastic material 21 to be 
shrunk tightly in position therearound. However, as pre 
viously explained the ribbon 23 is made of a material 
which is comparatively unshrinkable as compared to the 
shrink rate of the plastic material 21 and when subjected 
to a heated environment. As the plastic material 21 is 
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shrunk tightly around the boxes 22 the ribbon 23 retains 
practically its full length and bulges outwardly at 25 
betweeen each adjacent pair of fastened areas 27 to de 
?ne a carrying handle for the completed package 20 and 
as previously explained. 
The exemplary package 20 illustrated in FIGS. 1 and 4 

of the drawings is shown comprised of a plurality of 
articles 22 and in this example of the invention a plurality 
of four boxes 22 are illustrated with each box having the 
general shaped of a parallelepiped and each box 22 may 
contain practically and desired product, such as a food 
products, for example. However, it will be appreciated 
that a single article may also be overwrapped in the man 
ner described above. 
The concept of providing an inexpensive carrying handle 

as taught by this invention may be utilized to package ar 
ticles of all shapes and sizes and FIG. 5 illustrates a 
package construction 122 comprised of a heat-shrinkable 
plastic material 21 shrunk around a plurality of cans 124. 
The package construction has an annular band 23 suit 
ably ?xed to the plastic ?lm 21 at spaced intervals and in 
the manner previously described in connection with the 
package 20 so as to de?ne a carrying handle for the 
package 122 which is of simple and economical construc 
tion. The plastic material 21 protects the top surfaces of 
the cans 124 from dust, dirt, and the like and it will also 
be appreciated that the package 122 may be provided with 
suitable means to prevent chime ride between adjoining 
cans 124. 
The supply roll 40 of plastic material 21 illustrated 

in connection with the apparatus and method of FIG. 1 
is shown as a single thickness sheet of plastic; however, 
it will be appreciated that the supply roll 40 may in effect 
have a ?attened tubular web suitably wound thereon 
which may be unwound and processed in a similar manner 
as described in connection with the single thickness plastic 
material 21. 

For example, the ribbon 23 may be fastened to a tubu 
lar sleeve 125 (see FIG. 6) by adhesive means 70 at 
spaced intervals and so that the major portion of the rib 
bon 23 is arranged substantially parallel to the longitudi 
nal axis of the sleeve 125. The substantially continuous 
heat-shrinkable plastic sleeve 125 with its ribbon 23 fas 
tened in position at the predetermined spaced areas (also 
designated by the reference numeral 27) may then be 
suitably placed around associated article means such as 
a plurality of boxes 22 and the resulting assembly may be 
suitably subjected to a heated environment causing the 
sleeve 125 to shrink tightly against the ‘boxes 22 and de 
?ne the completed package construction designated gen- ‘ 
erally by the reference numeral 126 and illustrated in 
FIG. 7. The package construction 1216 also has its rib 
bon 23 bulging outwardly from the exterior surface of 
the sleeve 125 in its shrunken condition and as illustrated 
at 130 thereby de?ning a gap or space between the in 
side surface of the ribbon 23 and the outside surface 
of the shrunken sleeve 125 to enable easy insertion of 
one’s ?ngers through such space to de?ne a convenient 
carrying handle. 

It will also be appreciated that the apparatus 35 may 
be modi?ed to provide means for processing a ?attened 
tubular sleeve of the type mentioned above and which 
would be moved along the apparatus 35, and, such means 
may include the provision of means for expanding and 
inserting articles such as boxes 22 within each section 
of expanded sleeve at a placing station similar to sta 
tion 80. 

It ‘will also be appreciated that it may be desirable in 
some applications of this invention to de?ne tubular 
sleeves similar to sleeve 125 by suitably folding an elon 
gated web and sealing the opposite side edges together. 
However, the ?nal sleeve in this latter instance would 
have a longitudinal seam extending the full length there 
of. 

The substantially continuous surface tubular sleeve 125 
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of FIGS. 6 and 7 is shown as having an elongated ribbon 
23 fastened thereto at spaced intervals so that it extends 
parallel to the longitudinal axis of the sleeve. However, 
the ribbon means or ribbon 23 may be de?ned as a con 
tinuous annular band and arranged concentrically around 
a tubular sleeve also designated by the reference numeral 
125 in FIG. 8 and such annular band may be fastened 
to the continuous sleeve 125 at spaced intervals and as 
illustrated at 131. The continuous annular band 23 illus 
trated in FIG. 8 is also designated by the reference nu 
meral 23 for convenience and ease of understanding; 
however, as mentioned above, such band is de?ned as a 
continuous piece and therefore has greater strength. The 
continuous annular band of FIG. 8 may be placed in posi 
tion around its sleeve 125 at any time during the forming 
of a particular package construction. For example, the 
annular band may be placed around the tubular sleeve 
125 in its ?attened condition and suitably adhesively fas 
tened at the desired spaced intervals or such annular band 
may be placed concentrically around the tubular sleeve 
125 after it has an assembly of articles inserted there~ 
within and then suitably fastened in position at spaced 
intervals. The continuous tubular sleeve 125 with its an 
nular band 23 illustrated in FIG. 8 may be shrunk in 
position around a plurality of articles to be packaged in 
a similar manner as described above in connection with 
the package construction 20. 
The ribbon or ribbon means 23 provided on the pack 

ages of FIGS. 5—8 may be fastened in position at spaced 
intervals in any suitable manner. Further the ribbon means 
23 shown in FIGS. 1—8 may be made of cloth, paper, 
plastic, or any other suitable material which is com 
paratively unshrinkable as compared with the plastic ?lm 
21. Also, the ribbon 23 may be decorated, printed, tex 
tured or colored to enhance the appearance of the package 
01 to make the handle distinguishable from the rest of the 
package. 

Another exemplary embodiment of this invention is il 
lustrated in FIG. 9 of the drawings. The apparatus and 
method illustrated in FIG. 9 is very similar to the ap 
paratus 35; therefore, such apparatus will be designated 
generally by the reference numeral 35A and parts of appa 
ratus 35A which are very similar to corresponding parts of 
the apparatus 35 will be designated by the same reference 
numeral as the apparatus 35 also followed by the letter 
designation A and not described again. Only those com 
ponent parts of the apparatus 35A which are different from 
corresponding parts of the apparatus 35 will be designated 
by a new reference numeral also followed by the letter 
designation A and described in detail. 
The previous description made in connection with the 

apparatus 35 is also fully applicable to those component 
parts of the apparatus 35A which have the identical ref 
erence numbers even though such numbers may be fol 
lowed by the letter designation A. The main differences 
between the apparatus 35A and the apparatus 35 are in 
the fastening device uitilized to fasten the ribbon 23 in 
position against the plastic material 21 and in the ap 
paratus used to cut the plastic ?lm 21 to de?ne the 
rectangular sheets 99. 
The fastening device 60A comprises a heat shoe 

135A which is supported at the lower end of a telescop 
ing rod 136A comprising an actuator 140A for the heat 
shoe 135A. The heat shoe may have a lower contact 
surface 141A suitably heated as by an electrical heat 
ing element, or the like, and the heat shoe 135A is 
periodically moved toward and away from the thermo 
plastic material 21 to urge the plastic material 21 against 
the ribbon 23 and heat seal such ribbon against the plastic 
material 21 at predetermined spaced intervals. The fasten 
ing action by heat sealing provided in the apparatus 35A 
is controlled in a similar manner and with the proper 
spacing as described in detail in connection with the 
fastening device 60 of the apparatus 35. It will also be 
appreciated that with this heat-sealing technique it is 
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not necessary to provide a heater roll in the apparatus 
35A. 

With the heat sealing technique presented in the ap 
paratus 35A the desired fastened area ‘between the plas 
tic material 21 and the ribbon 23 may be controlled in 
a precise manner simply by controlling the area of the 
lower contact surface 141A. Further, it will be ap 
preciated that the top surface of the belt 43A of the 
apparatus 35A serves in elfect as a backup surface against 
which the plastic material 21 and ribbon 23- may be 
urged to provide the desired contact pressure to enable 
more efficient heat sealing. 
The cutter 94A comprising the apparatus 35A has 

an actuator 95A which carries a supporting bar 143A at 
the lower end of the telescoping rod portion of the ac 
tuator 95A and the supporting bar 143A has an elec 
trically heated wire 145A suitably fastened thereto in 
electrically insulated relation and such wire is suitably 
electrically heated in a known manner. The supporting 
bar 143 A and wire 145A are moved by the actuator 
95A against the plastic material and the ribbon 23 to 
sever the plastic material and ribbon 23 in an e?icient and 
precise manner. As described in connection with the cut 
ter 94 the cutter 94A is also synchronized with respect 
to the other components of the apparatus 35A to assure 
that each rectangular sheet 99 has the desired length and 
is cut and at the correct time during the operation of 
apparatus 35A. 
The ribbon 23 utilized in connection with the apparatus 

35A may also be made of a thermoplastic material to 
enable easy cutting by the wire 145A and it will be ap— 
preciated that by making the ribbon 23 of thermoplastic 
material it may also be slightly heat shrinkable. How 
ever, the ribbon 23 used with apparatus 35A is practically 
unshrinkable when compared with the plastic material 21. 
The construction and operation of the apparatus 35A 

downstream of the cutter 94A is substantially identical 
to the apparatus 35 downstream of its cutter '94; there 
fore, such construction and operation will not be de— 
scribed in detail. Further, it is to be understood that the 
completed package made by apparatus 35A is substan 
tially identical to the completed package de?ned by the 
apparatus 35 and thus will be designated by the reference 
numeral 20. 
The plastic material 21 used in overwrapping articles 

to de?ne packages having integral handle means as 
taught by this invention may be made of any suitable 
shrinkable material such as a heat-shrinkable plastic ma 
terial. One example of the material ‘which has been suc 
cessfully utilized is polyvinyl chloride. Further, it is to 
be understood that the heat-shrinkable plastic ?lm may 
have either biaxial shrink characteristics or may be pre 
dominantly shrinkable in only one direction, as desired. 
The apparatus 35 and 35A presented in this speci?ca 

tion have been shown minus their supporting structures 
and associated drives for the belt conveyors; however, 
it is to be understood that suitable supporting structures 
and drives may be provided for each of these apparatus. 

While present exemplary embodiments of this inven 
tion, and methods of practicing the same, have been illus 
trated and described, it will be recognized that this in 
vention may be otherwise variously embodied and prac 
ticed within the scope of the following claims. 
What is claimed is: 
1. A method of making a package construction com 

prising the steps of, fastening elongated ribbon means of 
comparatively unshrinkable material to a shrinkable over 
wrap at spaced intervals, placing said overwrap and its 
fastened ribbon means around article means, and shrink 
ing said overwrap tightly against said article means caus 
ing said comparatively unshrinkable elongated ribbon 
means to bulge outwardly from an exterior surface of 
said shrunk overwrap at locations between said spaced 
intervals to de?ne a carrying handle for said package. 
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2. A method as set forth in claim 1 in which said fast 

ening step comprises adhesively fastening said elongated 
ribbon means at said spaced intervals. 

3. A method as set forth in claim 1 in which said fast 
ening step comprises the steps of applying liquid adhesive 
means to the inside surface of said ribbon means at said 
spaced intervals and clamping said ribbon means and 
overwrap with said liquid adhesive means sandwiched 
therebetween. 

4. A method as set forth in claim 3 in which said fast 
ening step further comprises the step of rapidly drying 
said liquid adhesive means to fasten said ribbon means 
and overwrap together at said spaced intervals in a high 
strength manner. 

v5. A method as set forth in claim 1 in which said 
shrinkable overwrap comprises a heat-shrinkable plastic 
overwrap and said shrinking step comprises heat shrink 
ing said overwrap in position. 

16. A method as set forth in claim 5 in which said heat 
shrinkable overwrap comprises a substantially rectangular 
sheet of heat-shrinkable plastic and said placing step com 
prises wrapping said heat-shrinkable sheet around said 
article means and then heat sealing the opposite end por 
tions thereof together to de?ne a substantially tubular 
sleeve therearound prior to said heat shrinking step. 

7. A method as set forth in claim 6 in which said com 
paratively unshrinkable ribbon means comprises a heat 
sealable ribbon means having end portions which are 
overlapped and fastened essentially together during said 
wrapping and heat sealing of said end portions of said 
sheet to thereby provide a handle of improved strength. 

8. A method as set forth in claim 5 in which, said heat 
shrinkable overwrap comprises a tubular sleeve of heat 
shrinkable plastic, said fastening step comprises fasten 
ing an annular band of said ribbon means concentrically 
around said sleeve at said spaced intervals, and said plac 
ing step comprises inserting said article means within said 
sleeve. 

9. A method as set forth in claim 5 in which, said heat 
shrinkable overwrap comprises a tubular sleeve of heat 
shrinkable plastic, said fastening step comprises fastening 
said ribbon means substantially parallel to the central axis 
of said sleeve at said spaced intervals, and said placing 

‘ - step comprises inserting said article means within said 
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sleeve. 
10. A method of making a package construction com 

prising the steps of, fastening elongated ribbon means of 
comparatively unshrinkable material to a shrinkable over 
wrap at spaced intervals, placing said overwrap around 
article means, and shrinking said overwrap tightly against 
said article means causing said comparatively unshrink 
able elongated ribbon means to bulge outwardly from an 
exterior surface of said shrunk overwrap at locations be 
tween said spaced intervals to de?ne a carrying handle 
for said package. 

11. A method as set forth in claim 10 in which said 
fastening step is achieved following said wrapping step. 
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