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ABSTRACT OF THE DISCLOSURE 

An apparatus whereby window envelopes are provided 
with two or more windows having a patch cutting and 
application system in which the mechanism prepares and 
feeds independently timed window patches to the appro 
priate location on each of the window envelopes. The 
mechanism utilizes suitable independent cutting cylinders 
together with a patch transfer cylinder and one of the 
cutting cylinders transfers the cut patches to a collating 
cylinder. 

BACKGROUND OF THE INVENTION 

Many window envelopes are provided with two win~ 
dows; one for the addressee and one for the sender spaced 
a distance apart therefrom. Obviously, it is more eco 
nomical to provide two separate window patches over the 
separate and spaced window openings instead of one large 
patch covering both window openings. 

Thus, the present invention ‘contemplates the applica 
tion of transparent patches to the window openings of 
Window envelopes and the like. The patches are cut off 
from moving window web strips, such as glassine, that 
are preferably supplied in rolls. There are at least two 
separate rolls that are fed to patch cutters in which the 
window web strips are cut and supplied into portions of 
the required dimensions to thereby cover the windows. In 
addition, the cutter cylinders and the transfer cylinder 
are provided with vacuum ports that are selectively con 
nected to a vacuum manifold, the latter in turn being con 
nected to a vacuum source. 

It is an object of the present invention to provide a 
patch cutting and application system for two independent 
ly timed patches on an envelope blank. 
The two patches are provided on each envelope blank 

by means of a cutting cylinder which functions both as 
a cutting cylinder for one patch and as an application cyl 
inder for said one patch, as well as an application cylinder 
for the other patch. 
The pre-panelled, pre-gummed envelope blank is pro 

vided with adhesive for both patches just prior to the 
application of the patches to the window openings hav 
ing gummed portions at the marginal edges thereof. 
A further object of the present invention is the pro 

vision of a collating cylinder having a leading edge vacu 
um bar and pressure bars adjustable relative to the 
patches on the adjacent cutting cylinder. 
The invention will now be further described with refer 

ence to a preferred embodiment as shown in the drawings 
appended hereto, in which: 
FIG. 1 is a diagrammatic assembly view of the appa 

ratus constructed in accordance with the teachings of the 
present invention. 
FIG. 2 is a perspective view of the cutting cylinders 

for both patches together with a patch transfer cylinder 
and an envelope blank collating cylinder co-acting there 
with. 
FIG. 3 is a side elevational view of the apparatus shown 

in FIG. 2; and 
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2 
FIG. 4 is a top plan view of the completed envelope 

blank with the two spaced window patches thereon. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

The patch cutting and application system for two or 
more spaced window patches comprises a window web 
supply roll 10 for the glassine web W1 of station 2 which 
passes around the turn roll 12 and through pull rolls 14 
and 16 and around turn roll 18 to rotating cutter wheel 
20 for cut-off station 2. A stationary cutter 22 co-acts 
with the cutter 21 of rotating cutter wheel 20 in order 
to cut the patch to the predetermined size. A drive ar 
rangement referred to generally by the numeral 24 is 
operatively connected to pull rolls 14 and 16 as clearly 
seen in FIG. 1. Referring to FIGS. 2 and 3, the rotating 
cutter wheel 20 is shown provided with a plurality of 
vacuum holes 26 selectively connected to vacuum mani 
fold 28, the latter being in communication with a vacu 
um source (not shown) through conduit 30. 

Patch transfer cylinder 46 is provided with vacuum 
holes 47 connected to a vacuum manifold 49. Likewise, 
rotating cutter wheel 40 has vacuum holes 41 connected to 
vacuum manifold 43. 
As is well known, the vacuum in the vacuum holes 

may be selectively cut off and bled to atmosphere, or air 
under pressure forced through the holes in order to 
properly transfer the cut patches from roll to roll. 

Referring again to FIG. 1, a second window web sup 
ply roll 32 is shown with a drive arrangement 24a for 
the glassine web W2 of station 1 which passes through 
pull rolls 34 and 36 and around turn roll 38 to rotating 
cutter wheel 40 for cut-off station 1. As seen in FIGS. 1 
and 3, a stationary cutter 42 co-acts with the cutter 44 of 
the rotating cutter wheel 40 in order to cut a window patch 
from Web W2 to a predetermined size. 

Located in between and in abutting engagement with 
rotating cutter wheels 20 and 40 is a patch transfer cyl 
inder 46. On the other side of rotating cutter wheel 40 
and in abutting engagement therewith is a process cylinder 
such as a collating cylinder 48 which delivers the pre 
formed, pregummed envelope blanks B, as shown in FIG. 
2, to a position whereby at least two window patches 
are placed in a proper spaced relationship on each enve 
lope blank. 
The ?nished product appears as is shown in FIG. 4, 

with the glassine windows secured at two locations on the 
envelope blank. 
The process cylinder in this case a collating cylinder 

48 for delivery of the preformed, pregummed envelope 
blanks B is provided with several groups of bars in [which 
a vacuum bar 50 picks up the leading edge B1 of the 
blank B and the pressure bars 52 and 54 are adjustable 
to be located ahead each of openings 01 and 02 of the 
blank B so that the timed patches P1 and P2 are pressed 
against the corresponding openings 01 and 02 by means 
of cylinder 40 working against the pressure bars 52 and 
54 with the respective window patches therebetween. 

It should be apparent that if it is desired to use both 
station 1 and station 2 for two patches the patch cut from 
station 1 is cut on rotating cutter wheel 40 which also 
acts as a transfer cylinder in order to transfer the cut 
patch directly to the collating cylinder 48, and the cut 
patch from station 2 is cut on rotating cutter wheel 20 
and picked up by patch transfer cylinder 46', transferred 
to rotating cutter wheel 40 which functions in this in 
stance as a transfer device for the patch to collating 
cylinder 48. As seen in FIGS. 1 and 2, the patches P1 and 
P2 are so located on the cylinder 40 and held thereon 
by vacuum, that they are precisely placed on the envelope 
blank B over the openings 0-1 and O2. 
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It should be noted that the rolls 20, 40 and 46 all rotate 
at the same surface speed. As seen in FIG. 2, the collating 
cylinder 48 has a main drive shaft 56 provided with a 
large gear 58 meshing with gear 60 mounted on the drive 
shaft 62 of roll 40. Gear 60 in turn meshes with inter 
mediate gear 64, the latter in turn meshing with gear 66 
mounted on the shaft 68 of roll 20. The gear 66 further 
more meshes with the gear 70 mounted on the shaft 72 
of the patch transfer cylinder 46. Thus a single main 
drive on the collating cylinder 48 drives rolls 20, 40 and 
46 respectively. 
What is claimed is: 
1. An arrangement for window patch cutting and ap 

plying two independently timed patches on window open 
ings in each envelope blank and the like comprising a 
process cylinder adapted for rotation, a plurality of pre 
panelled, pre-gummed envelope blanks movable over said 
process cylinder, a ?rst window web strip, a ?rst station 
ary cutter, a ?rst rotating cutting cylinder co-acting with 
said ?rst stationary cutter, means for supplying said ?rst 
window web strip to an area between said ?rst rotating 
cutting cylinder and said ?rst stationary cutter to form 
a ?rst group of individual patches, said ?rst rotating cut 
ting cylinder having means for holding said ?rst group of 
patches thereon and transferring them to a second rotating 
cutting cylinder, a second window web strip, a second 
stationary cutter, said second rotating cutting cylinder 
co-acting with said second stationary cutter, and means 
for supplying said second window web strip to an area 
‘between said second rotating cutting cylinder and said 
second cutter to form a second group of individual 
patches, said second rotating cutting cylinder having 
means for holding both said ?rst and second groups of 
patches thereon and transferring them to said process 
cylinder whence said ?rst and second groups of individual 
patches are applied to the appropriate window openings 
in said envelopes. 

2. An arrangement as claimed in claim 1 further com 
prising a patch transfer cylinder adjacent to and abutting 
said ?rst and second rotating cutting cylinders for trans 
ferring said ?rst patches to said second rotating cutting 
cylinder. 
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3. An arrangement as claimed in claim 1 wherein said 

process cylinder is a collating cylinder provided with at 
least two pressure bars and at least one leading edge 
vacuum bar, said vacuum bar constituting means for 
holding an envelope blank to said collating cylinder. 

4. An arrangement as claimed in claim 1 wherein said 
rotating cutting cylinders are provided with a plurality 
of vacuum ports in the external surfaces thereof, and 
means for connecting selected vacuum ports to a source 
of vacuum. 

5. An‘ arrangement as claimed in claim 3 wherein said 
leading edge bar is provided with a vacuum in order to 
hold down each of the leading edges of the envelope 
blanks, and said pressure bars are adapted to provide the 
proper contact pressure between each of said patches and 
the corresponding envelope blank. 

6. An arrangement as claimed in claim 3 wherein 
said pressure bars are adjustable relative to each other 
and angularly relative to the collating cylinder. 
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