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[57] ABSTRACT 

The invention provides a novel method of manufactur~ 
ing longitudinally-grained envelopes from a web of 
paper moving in the direction of its longitudinal grain 
axis which comprises severing the web to, form enve 
lope blanks, changing the direction of travel of the 
blanks by approximately 90°, notching the web or the 
blanks and ?nally folding and sealing the shaped blanks 
to form the completed envelopes. 

1 Claim, 3 Drawing Figures 
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MANUFACTURE OF ENVELOPES 

This invention relates to a method of manufacturing 
envelopes, and more particularly to envelopes of the so 
called “Pocket” or “Open ended" style. The aforesaid 
terms are used in reference to envelopes of rectangular 
shape in which the closure flap is disposed along one of 
the shorter edges thereof. 
I It is known to produce such envelopes, hereinafter 
designated “envelopes of the kind referred to,” from a 
continuous web of paper by shaping the closure and 
bottom flaps by means of notching cutters acting upon 
opposed lateral edges of the web, the same said notch 
ing cutters also shaping two opposed edges of each side 
flap, and thereafter effecting separation from the web 
of individual blanks by transverse cuts separating adja 
cent side flaps of two successive blanks. The side flaps 
are thereafter folded over one upon the other and se~ 
cured together at their overlapped marginal edges by 
an adhesive stripe, the bottom flap then being folded 
over and secured to the body of the envelope on the 
rear face thereof. The closure flap may be folded over 
or left open as desired. 
By another known method of producing envelopes of 

the kind referred to, the side flaps are formed longitudi 
nally of the web by cutting notches inwardly of the lat 
eral edges of the web, the side ?aps so formed being 
folded over and secured together along their over 
lapped marginal edges. Separation of individual enve~ 
lope blanks is thereafter effected, following which the 
closure and bottom ?aps of each envelope are formed 
by suitable cutting devices and folded over upon the 
body of the envelope as required. 
By the previously known methods of manufacture 

two main disadvantages exist. These are: 
a. According to the ?rst mentioned known method, 
the envelopes so produced have the grain of the 
paper ‘extending transversely or crosswise of their 
length. 

b. According to the second known method the envel 
opes so produced have the grain of the paper ex~ 
tending lengthwise thereof, but are subject to se 
vere limitations in respect of both size and style. 

In the manufacture of envelopes from a web of paper 
drawn from a reel, the grain of the paper extends longi 
tudinally of the web, and it is particularly advantageous 
in the production of envelopes of the kind referred to, 
that the grain of the paper be maintained lengthwise of 
the envelope, i.e., perpendicular to the open end 
thereof. Among the advantages to be gained are (1) 
closure ?ap curl after gumming is reduced to an abso 
lute minimum (2) a generally stronger envelope results 
(3) an envelope of superior appearance is produced. 

It is therefore an object of the present invention to 
provide an improved method of producing envelopes of 
the kind referred to which overcomes the aforesaid dis 
advantages, and which permits the manufacture of such 
envelopes having greatly improved qualities. 
According to the invention, there is provided a 

method of manufacturing longitudinally grained envel 
opes from a web of paper moving in the direction of its 
longitudinal axis which method comprises severing the 
web to form envelope blanks, changing the direction of 
travel of the blanks by approximately 90°, notching the 
web or the blanks before and after the change of direc 
tion and ?nally folding and sealing the shaped blanks 
to form the completed envelopes. 
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2 
One edge of the web is notched before the severing 

operation and the severed blanks are again notched 
after the change of direction. After severing, it is gener 
ally desirable to increase the speed of travel of the 
blanks relative to that of the web :so that they are suit 
ably spaced apart for subsequent machine operations. 
Other features of the invention will become apparent 

from the following particular description which is ac 
companied by the drawings in which: 
FIG. 1 illustrates a sequence of operations for pro 

ducing envelopes of the kind referred to by the method 
of the present invention. 
FIG. 2 shows an envelope adapted for sealing with 

self-sealing adhesive. 
FIG. 3 illustrates a modified sequence of operations. 
In FIG. 1 there is shown diagrammatically a sequence 

of operations for producing envelopes of the kind re 
ferred to having their side ?aps formed so as to produce 
side seam “pockets." 
According to this arrangement a web of paper or like 

material 1 is drawn form a reel 2 and passed along a 
horizontal path in the direction indicated by the arrow, 
at a uniform speed. At a suitable position in the travel 
of the web, a cutting station indicated generally at 3 is 
arranged to cut notches 4 form a lateral ege 5 of the 
web, each pair of said notches forming between them 
the con?guration of one of the side ?aps 6 of the enve 
lope, i.e., the narrow side ?ap. The cutter forming the 
side ?ap 6 will also remove the edges of the closure and 
bottom ?aps 12, 13. 
Following the formation of the side flap 6, the web 

passes to a severing station where by a transverse cut 
7, sections are separated therefrom forming partially 
formed blanks 8. After severance from the web 1, the 
partially formed blanks 8 are speeded up to space them 
apart sufficiently to conform to the speed of subse 
quent machine operations. The spacing of the blanks 
indicated by the gaps 9 is determined by the require 
ments of the subsequent operation which involves a 
change in direction of travel of the partially formed 
blank 8. Accordingly the partially formed blank 8 is 
moved through an angle of 90° relative to its initial path 
of travel and then conveyed to a further ?ap shaping 
station indicated generally at 10, where the wider side 
flap 11 and the remainder of the closure and bottom 
flaps respectively 12, 13 are shaped by means of suit 
able cutting devices. 
Crease lines or other lines of weakening 14 are ap 

plied at a suitable stage or stages in. the manufacture of , 
the envelope, these lines of weakening facilitating the 
subsequent folding of the various ?aps. At suitable po~ 
sitions in the travel of the blank 8 adhesive is applied 
to the longitudinal marginal edge of one of the side 
seam flaps 6 or 11 and to the bottom ?ap 13 of the en~ 
velope, for securing the flaps together after folding. 
The adhesive for the closuring of the envelope may be 
applied to the web at spaced apart intervals and then 
dried prior to subsequent operations or alternatively 
applied and dried at any suitable stage after the forma 
tion of the blank 8. The method may include the provi 
sion of envelopes of the kind referred to, having their 
closure ?aps adapted for sealing by heat and pressure 
or self~sealing adhesives. If the self-sealing adhesive be 
latex, then as shown in FIG. 2 two co-operating stripes 
of adhesive 15, 16 may be applied to the envelope. 
More than one stripe of such adhesive may be applied 
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to each co-operating surface of the envelope if so de 
sired. 
The method according to the present invention may 

also embody such subsidiary features as printing, win 
dow cutting and patching etc., these operations being 
carried out at suitable positions in the travel of the web 
and/or severed blank. 

It will of course be appreciated that the cutting sta 
tions 3 and 10 employed in the shaping of the side flaps 
6, 11, could quite well be arranged on sides of the web 
and blank opposite to those shown in FIG. 1. As shown 
in FIG. 3 the notching of the short side ?ap 6 is carried 
out at the cutting station indicated generally at 3a and 
following the severance of the web to form the blanks 
8 and the change of direction of their travel as previ 
ously described, the blanks are conveyed to the second 
side ?ap cutting station indicated generally at 100. The 
bottom flap which in the modified arrangement may 
occupy the position shown by 13, is then folded over 
adhesively secured to the body of the envelope. The 
closure ?ap 12 may subsequently be folded over upon 
the body of the envelope or if desired it may remain in 
the unfolded condition. 

It will be appreciated that the methods particularly 
described above produce envelopes whose grain lies 
lengthwise of the envelope, i.e., perpendicular to the 
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4 
open end thereof. This means that closure flap curl 
after gumming is reduced to an absolute minimum, a 
generally stronger envelope is produced and the ap 
pearance of the envelope is enhanced. 
We claim: 
1. A method of manufacturing longitudinally grained 

side-seam envelopes each having a large and a small 
back wall ?ap, which method comprises the following 
steps in the given sequence: 

a. advancing a web of paper in the direction of its lon 
gitudinal grain axis, ' 

b. shaping the small back wall flaps by notching one 
edge of the moving paper web, 

c. severing'the moving web along lines which pass 
through the said notches so as to form envelope 
blanks, 

d. increasing the speed of travel of the blanks relative 
to the web to separate them from each other, 

e. changing the direction of travel of the blanks by 
approximately 90°, 

f. shaping the large back wall flaps by notching the 
moving severed blanks, and 

g. folding and sealing the shaped blanks to form the 
completed envelopes. > 

* ill I.‘ II‘ * 


