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To all whom it may concern: 
Beit known that I, GEORGE W. SWIFT, Jr., 

of Bordentown, in the county of Burlington 
and State of New Jersey, have invented cer 
tain new and useful Improvements in Win 
dow-Envelop Machines, whereof the follow 
ing is a specification, reference being had to 
the accompanying drawings. 
My invention relates to a window envelop 

machine in which the envelop patch is ini 
tially applied to the envelop web at a point 
other than the region of the window open 
ing. It is thus possible to defer the cutting 
of the Window openings from the envelop 
web until after the window patches have 
been brought into accurately spaced rela 
tionship with said web. In this way the mo 
tion of the envelop web and of the patch web 
may be more accurately synchronized and 
the relation of the patches of the envelop 
more exactly determined, owing to the fact 
that an unperforated envelop web travels 
more truly than a perforated web which is 
apt to be unsteady because of the capacity 
for stretching which is imparted to a web 
by perforating it with large window aper 
tures. 
By the operation of my machine after the 

Window patch has been applied to the run 
ning envelop web, the latter is subsequently 
perforated with the customary, window ap 
ertures, and then severed to form individual 
envelop blanks and folded so as to form a 
completed envelop. During the operation of 
folding, the window patch which had been 
previously applied to the web, is brought 
into its ultimate and proper relationship to 
the window aperture and secured thereto. 
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A further improvement afforded by my 
machine is the employment of a temporary 
adhesive for holding the patch in proper re 
lation to the envelop web. A permanent ad 
hesive is Subsequently applied either to the 
patch or to the web in the region of the 
window. The folding of the envelop ma 
terial brings the patch into proper relation 
ship to the Window aperture to which it is 
secured by the permanent adhesive at which 
time the temporary adhesive having served 
its purpose, ceases to be effective. 
The plan is, however, not essential to my 

machine since in the operation of the ap 
paratus, as I have disclosed it in the draw ings, the window patch may be permanently 
secured to the unperforated envelop material 
in the position shown in the drawings, and 

be subsequently folded back and perma 
nently secured to the region of the window. 
aperture. ; 

Referring to the drawings, Figure I, is a 
longitudinal elevation of my machine, cer 
tain of the parts being conventionally illus 
trated in order to more clearly indicate the 
successive operations which the machine per 
forms. 

Fig. II, is a side elevation on an enlarged 
Scale of the patch applying and gumming 
mechanism. 

Fig. III, illustrates the initial patch gum 
ming rollers. 

Fig. IV, is a longitudinal section of the 
patch gumming and applying mechanism. 

Fig. W, represents the window aperture 
cutting dies. w - 

Fig. VI, is a longitudinal section showing 
the severing means and the envelop forming 
healS. 
Figs. WII, VIII, IX, and X, show re 

Spectively the second gumming rollers, the 
feed rollers follow the second gumming roll 
ers, the severing knives, and the tail trim 
ming knives. . 

Figs. XI, XII, XIV, and XV, are detail 
views to aid in understanding the operation 
of the envelop forming mechanism. 
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Fig. XIII, is a perspective view showing 

the operation of the creaser roll. 
Fig. XVI, is a plan view of the envelop 

web showing successive stages of envelop for 
mation. 

otherwise completed envelop. 
Fig. XVIII, is a sectional view of the 

folded envelop illustrating the points of ad 
hesion of the window patch 

Referring to Fig. I, the roll of envelop 
material. 1, is continuously fed between the 

90 
Fig. XVII, illustrates an unfolded but 

95. 

feed rollers 2, 2, which, with the other rollers. . 
hereinafter referred to, are driven by the 
countershaft 3. 
After passing between the feed rollers, 2, 

2, the envelop web is advanced between the 
walls of a creasing device 4, by which its 
sides receive the longitudinal creases 5, (see 
Fig. XVI), which facilitate the ultimate 
turning down of the side flaps. The crease 
5, having been applied longitudinally near 
the edge of the web, but the entire web still 
running flat, it is passed between the edge 
cutting rollers 6, 6, by which portions of the 
edges are cut away, leaving the edge flaps 
7, 7, as shown in Fig. XVI. 
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The envelop web is next advanced through 
the patch gumming and applying mecha 
nism, which is shown on an enlarged scale 
in Figs. II, and IV. By this mechanism, 
patches cut from the intermittently progres 
ing patch roll 8, are applied in proper rela 
tion to the running envelop web, and Se 
cured thereto by an adhesive, temporary or 
permanent, as may be desired, but not as yet 
in their ultimate relationship to the en 
velop web. 
The patch forming material 9, passing un 

der and over guide rollers, as shown in Fig. 
I, is drawn upwardly, and after passing the 
guide roller 10, see Fig. IV, runs between the 
rollers 11, and 12, the latter of which is provided at intervals around its periphery 
with gum applying or printing strips 18, 
the edges of which are kept properly Sup 
plied with gum, by contact, with the gum 
ming roller 14, partially submerged in the 
gum receptacle 15. The intermittent motion 
of the patch web is occasioned by the in 
termittent rotation of the rollers 11, and 
12, which is accomplished as follows:-The 
rollers are geared together and the roller 11, 
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carries the ratchet 16, which is driven by a 
pawl 17, pivoted to a Wrist plate 18, swung 
by a pawling lever 19, the end of which is 
pivoted to the lever arm 20, rotating on the 
shaft 21, which is driven by appropriate 
gearing from the main shaft. 
After passing between the rollers 11, and 

12, and receiving transverse impressions of 
gum, from the roller 12, (which is more fully 
illustrated in Fig. III), the patch Web is 
drawn beneath the tension guide roller 22, 
which rotates between arms 23, pivoted at 
24, and held under the tension by the coiled 
springs 25. This guide roll 22, presses upon 
the patch web, only at the surface of pro 
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gun. 
to the breaks of the 
jecting collars which coincide with the 
breaks in the impressions corresponding 

in Fig. III. 
The patch web properly gummed and in 

termittently advanced as has been described, 
is severed to form individual patches, by the 
shearing knives 30, and 31, of which the for 
mer is fixed, while the latter is attached to a 
vertically reciprocating carrier 32, This 
carrier runs in suitable vertical slideways, 
and is reciprocated by means of a link33, 
which connects it with the arm 34, set upon 
a rock shaft 35, to which a) rocking motion 

the free end of 
which carries a roller 37, actuated by a cam 
38, mounted on a shaft 39. By the vertical 
reciprocation of the carrier 32, each succes 
sive patch is severed from the patch roller, 
and carried upward by the knife blade 31, 
and applied to the lower side of the advanc 
ing envelop web. To assist in this applica 
tion, a roller 40, bearing a pressure face 41, 
rotates above the envelop web, in opposition 

printing strips shown 
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to the movable knife blade 31, supporting 
the envelop web against the pressure of said 
movable blade, which thus causes each patch, 
after it has been cut from the patch web, 
to adhere to the envelop web, by means of 
the gum strip which has been applied to it. 
The roller 40, is driven by pinions from the 
shaft 39, as shown in Fig. II. 

Thereafter, the envelop web carrying upon 
its under surface a succession of patches, 
passes between feed rollers 42, and 43, (Fig. 
I) and then between rotating window cut 
ting dies 44, and 45, more El shown in 
Fig. V, whereby, the envelop web is per 
forated for the formation of the window 
apertures. 
The stage which has thus been reached, is 

illustrated in the central region of the plan 
of the envelop web disclosed by Fig. XVI. 
Thereafter the envelop web passes between 

the rollers 47, and 48, whereby gum is im 
pressed upon the side of the patch which is 
ultimately to be folded against the region 
of the window apertures, and also upon the 
edge flaps. The positions of these gum ap 
plications are indicated toward the right 
hand of Fig. XVI, and the contour of the 
gumming roller 48, is indicated in Fig. VII. 
From this point the envelo 

unsevered, is passed vertically between the 
feed rollers 50, 51, which are shown in de 
tail in Fig. VIII, and which are so shaped 
as to avoid contact with gummed parts of 
the web; and thence between the shearing 
dies 52, and 58, shown in an enlarged scale 
in Fig. IX, whereby the web is subdivided 
into separate envelop blanks, and thence to 
the tail trimmers 54, and 55, shown on an 
enlarged scale in Fig. X, whereby the tails 
or lower corners of the envelop blank are 
cut away, leaving a completed blank as 
shown in Fig. XVII, in which figure the 
dotted lines indicate the removed tails. 
From this point the envelop blanks pass 

in Succession into the control of the creaser 
and carrier roll 60. This contains trans 
verse notches 61,61, for forming the bottom 
fold of the envelop, and transverse notches 
62, 62, for forming the flap fold of the en 
velop. Each of these notches contains a 
yielding pressure edge 63. A rotary folder 
64, carries a yielding straight edge 65. As 
the envelop blank passes between this and 
the creaser roll, it is folded and driven 
into the notch 61, along the line which is 
to form the bottom of the envelop, which is 
there held by the pressure edge 63. Thus 
held the rotation of the creaser roll carries 
the envelop blank through the folder 66, 
and thence in proximity to the roll 70, which 
carries a straight edge 71, which acts in con 
junction with the flap creasing notch 62, 
to effect formation of the crease for the flap. 
The roll 70, also carries a gumming sur 
face 72, rotating in contact with thet gum 

web, still 
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roll 78, by which the flap gum is imprinted 
upon the margin of the flap of the envelop. 
By the co-action of the 

Scribed, the envelop blank is completely 
folded to form the front and back of the 
envelop, an operation the beginning of 
which is more clearly seen in Fig. XIII. 
As a result of this fold the window patch 
has likewise been folded so as to bring it 
in its proper ultimate relationship to the 
window aperture. As the envelop passes 
between the creaser roll 60, and the roll 70, 
sufficient pressure is exerted to cause the 
window patch to adhere firmly around the 
region of the window by means of the gum 
imprint which has already been applied. 
As a result the window patch will adhere 
to the interior of the envelop in a way 
clearly represented in Fig. XVIII, where 
76, represents the line of adhesion, due to 
the original strip of gum imprinted upon 
the patch by the gumming roll 12, Fig. II, 
while 77, 77, represent lines of adhesion due 
to the gum imprinted by the gum roll 48. 
The latter being in immediate proximity to 
the edges of the window, is necessarily a 
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permanent adhesive, but the adhesion along 
the line 76, is sufficiently accomplished by 
the use of a temporary adhesive, such as a 
very dilute rice paste. 

It is obvious that by different adjustments, 
the original line of adhesion 76, between the 
window patch and the envelop web may 
be located elsewhere, and may require for 
the proper use of the envelop that this origi 
nal adhesion cease when the envelop is put 
into use. In this case, a temporary adhesive 
must be used. 

During the creasing operation which has 
been described as taking place as a result 
of the action of the creaser roll 60, there has simultaneously proceeded a folding over 
of the side fiaps of the envelop. This is 
accomplished by the ears 80, and 81, on 
said roll 60. Accordingly, the completed 
envelop, needing only the drying of the flap 
gum is carried by the rotation of the creaser 
roll into position to be dropped upon the 
fingers 82. The cam surface 83, actuates 
the straight edge within the notch 62, to 
take part in the formation of the flap crease, 
while the cam surface 84, actuates the 
straight edge in the notch 62, to effect the 
release of the envelop when it is to be al 
lowed to fall upon the fingers 82. 
From this point the envelop passes be 

tween rolls 85, 86, and is from thence de 
livered to clips 87, of an endless carrier 88, 
by which the envelops are carried to permit 
the drying of the gum upon the flap before 
they are discharged for packaging. The 
latter optic have been meagerly de 
scribed, because they are already well-known 
in this art. 

It will be understood that it is character 

parts thus de 
istic of my device that the window patch is initially applied to the running envelop ma 
terial at a point, other than the region of 
the Window opening, and ordinarily before 
any window opening is formed therein, with 
the advantage of the more accurate posi 
tioning of the patch to the envelop web than 
is otherwise obtainable in continuously oper 
ating mechanism of this character. Subse 
quently the required permanent adhesive for 
accomplishing the ultimate attachment of 
the window patch to the window opening 
is applied, and in connection with the fold 
ing of the envelop the window patch is 
brought into proper relation to the window 
to accomplish its permanent adherence 
thereabout. 
Having, thus described my invention, i. 

claim: 
1. In a window envelop machine, the com 

bination of means for applying window 
patches to running envelop material at suc 
cessive intervals; means for subsequently 
cutting apertures in the envelop material; 
means for supplying adhesive for perma 
nent attachment of the window patch in the 
region of the apertures; and means for fold 
ing the envelop material, whereby during the 
formation of the envelop the patch is 
brought into proper registration with the 
aperture. 

2. In a window envelop machine, the com 
bination of means for applying window 
patches to running envelop material at suc 
cessive intervals; means for subsequently 
cutting apertures in the envelop material; 
means for severing the patched and aper 
tured envelop material into envelop blanks; 
and means for folding said envelop blanks 
whereby during the process of envelop for 
mation, the patch is brought into proper reg 
istration with the window aperture. 

3. In a window envelop machine, the com 
bination of means for applying patches at 
successive intervals to running envelop ma 
terial; means for cutting apertures in the 
envelop material in a region removed from 
that upon which the patch was applied; 
means for supplying adhesive for permanent 
attachment of each patch; and means for 
changing the position of the patch, whereby 
it is brought into proper registration with 
the aperture, and adherence around the edges 
thereof. 

4. In a window envelop machine, the com 
bination of means for continuously advanc 
ing envelop material; means for applying, 
window patches to such envelop material at 
successive intervals; means for subsequently 
cutting apertures in the envelop material; 
means for applying adhesive to the envelop 
material in the region of each window open 
ing; means for thereafter severing the 
patched apertured and gummed material 
into envelop blanks; and means for folding 
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said envelop blanks, whereby during the for 
mation of the envelop the patch is brought 
into proper registration with the window 
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aperture. 
5. A device for supplying patches to and cutting apertures in an advancing envelop 

Web, comprising means for applying a strip 
of adhesive near the rear edge of each patch; 
means for causing said patches to adhere by 
that edge to the envelop web; and means for 
cutting apertures in said patchéd web, each 
one somewhat to the rear of the adhesive 
edge of each patch. 

6. In a window envelop machine, the com 
bination of a device for supplying patches 

e to and cutting apertures in an advancing en 
velop web, whereby there is produced an 
apertured web with patches, one in advance 
of each aperture adhering to the web along 
the edge nearest the aperture; means for 
supplying adhesive for permanent attach 
ment of each patch in the region of each 
aperture; and means for subsequently fold 
ing back each patch into position to adhere 
to the region of the window aperture and to 
cover the same. 

7. In a window envelop machine, the 
combination of means for applying patches 
to running envelop material at successive in 
tervals by means of a temporary adhesive; 
means for cutting apertures in the envelop 
material; means for supplying permanent 
adhesive for attachment of the patch in the 
region of the aperture; and means whereby 
the patch is transferred into proper regis 

1,275,788 
tration with the aperture, and permanent ad 
hesion thereabout. 

8. In a window envelop machine, the com 
bination of means for applying patches to a running envelop web and cutting apertures 
therein, so that each aperture has a patch 
adhering to the web a short distance from 
each aperture by the edge nearest said aper 
ture, the remainder of the patch being free; 
means for supplying adhesive in the region 
surrounding the aperture; and means for 
folding the patch back along a line parallel 
to its original adherent edge, so as to cause 
the body of the patch to overlie the aperture 
and adhere to the surrounding region. 

9. In a window envelop machine, the com 
bination of means for applying a temporary 
adhesive to a patch web, subdividing the 
same into patches, and REE the patches 
to a running envelop web; means for cut 
ting apertures in said envelop web and-for 
applying permanent adhesive around the 
region of said apertures; and means for sub 
dividing the envelop web into envelop blanks 
and E. the same into envelops, whereby 
during the process of envelop formation, the 
patch is transferred into position to perma 
nently adhere to the region of the aperture. 
In testimony whereof, I have hereunto 

signed my name at Philadelphia, Pennsyl 
vania, this thirteenth day July, 1917. 

GEORGE W. SWIFT, Jr. 
Witnesses: 

JAMEs H. BELL, 
E. L. FullLERTON. 
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