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To all whom it may concern: 
Beit known that I, CESARE BARBIERI, a 

citizen of the United States, residing at . 
New York, in the county, of New York and 
State of. New York, have invented certain 
new and useful Improvements in Methods of 
and Apparatus for Forming Receptacles of 
which the following is a specification, refer 
ence being had therein to the accompanying 
drawing. 
My invention relates to a method of and 

apparatus for forming tapered or conical. 
drinking cups and receptacles from paper or 
like substances. 
Some of the methods and machinery now-blank. Thus far the cup has been corn in use for making this type of receptacle 

form the blank into its final shape or conical 
form during the formative stages previous 
to the completion of the receptacle. This 
involves complicated mechanism for so 
doing, varying according to the original 
shape of the blank from which the cup 
is formed, and generally requires a large 
blank to provide a wide space for the ES 
hesive in order to obtain an instantaneous 

of the cup before 
natural setting of the adhesive takes 

place. 
Heretofore it has been the practice to 

form the cups or receptacles from paper pre 
viously prepared with parafin or wax, using 
the paraffin as the adhesive agent. Since 
the adhesive properties of the paraffin is 
limited and easily effected by temperature, a 
larger blank was required in order to pro 

paper to fold several times 
about the blank. 

' Attent have been made to form a con 
1cal aper cup from plain paper and to 
paraffin or wax it after formation, but the 
process has been found slow and expensive. 
In the invention herein set forth, I have 

obviated among others the objections above 
pointed out in providing a method which in 

45 volves several simple steps by which the 
original blank is folded, sealed, and water 
proofed, each step contemplating a working 
of the blank while flat. 
The invention herein disclosed contem 

plates an economical use of the material 
from which the cup is formed as well as a saving of time during the formation of the 
cups, both of which are important factors 

the machine. 

is class of invention in the commercial 
O - 

The method contemplates the several steps 
by which a blank is cut, or previously cut 
blank is formed into the finished article and 
broadly consists in obtaining a blank sub 
stantially in the form of a development of a 
cone, Pg. of and folding substantially 
of the blank one upon the other, 
the folded blank to form a sealing strip, 
applying an adhesive to the sealing strip, 
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ing an adhesive to one edge there 
ual E. bending 

sealing the strip upon the blank, and apply 
ing a waterproofing agency to the formed 
Rey formed in collapsed form and may packed for shipment after drying or it. 70 
may be opened to conical form to permit 
the drying or partial drying of the water 
proofing egg; The cup is thus completed 
and may be packed in its conical form by 
nesting, or may be folded flat for economy 
of space and ease of packin 

75 

The apparatus by which sie several steps 
are accomplished comprises broadly several 
instrumentalities, operating automatically 
and in a predetermined order and time, 
which receive a cut blank, or by preference 
cut a blank from a supply of paper or like 
material, and feed the blankthrough the 
machine in a substantially horizontal plane. 
During the progression of the blank through 85 
the machine, the several steps herein re 
ferred to are accomplished, the blank re 
maining at during the while. After the 
completion or final forming of the blank, 
it may be delivered from the machine while 
flat or presented to a mechanism which op 
erates to open the blank to a tapered or con 
ical form, and delivers it for removal from 

Figure 1 is a side 
ratus; 

Fig. 2 is a plan yiew thereof; - Fig. 3 is alongitudinal section through 
the machine; 

Fig. 4 is a 
removed; 

Fig. 5 is an end view showing the mecha 
nism for opening the completed blank into 
final form; Fig.6 is a detail view showing the conical 
former and rollers which co-operate there 

elevation of the appa 

plan view with certain parts 
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Fig. 7 is a detail view showing the plate 
or carrier and the position the blank as 

thereto; 
Fig. 8 illustrates the 

assumes at the time of delive 
ing and folding element for the first fold 
ling 

fig. 9 shows the first bending of the blank 
by the bending and folding element; 

Fig. 10 is an end view of the parts shown in Fig. 7, looking toward the delivery end 
of the machine; 
Fig.11 is a sectional view illustrating the 

parts shown in Fig. 8: 
Fig. 12 is a sectional view illustrating the 

parts shown in Fig. 9; 
Fig. 13 illustrates the blank emergin 

from the bending and folding element an 
the bending of the sealing strip; 

Fig. 14 illustrates a further forward 
movement of the blank and the sealing of the sealing strip; 

Fig. 15 illustrates the bending of the Overlapping portion of the sealing strip; 
Fig. 16 is a detail view in section, illus 

trating the transfer of the blank from the 
blank cutting mechanism; 

Fig. 17 is a detail view in section, illus 
trating the blank cutting and ejecting mech 
anism in position to receive the material; 

Fig. 18 is a detail view illustrating the 
relative position of the actuating cams when 
the parts occupy the position shown in Figs. 
1 and 3; 

Fig. 19 is an enlarged view of a position 
of the bending and folding mechanism 
shown in Figs. 1 and 3; N 

Fig. 20 is an enlarged side view of the bar 
and slide of the bending and folding mech 
anlism; 

Fig. 21 is an end view of Fig. 20; 
Fig. 22 is a plan view of the blank utilized 

to. form the receptacle herein described, the 
lines of subsequent folding being indicated 
in dotted lines; 
b E. 23 illustrates the first bending of the 
ank; . . . . . 
Fig. 24 shows the blank folded upon itsélf; 
Fig. 25 illustrates the bending of the 

sealed portion of the blank; 
Fig. 26 illustrates the folding and sealing 

of the sealed edges of the E. 
Fig. 27 shows the blank finally assembled 

in flat form. 
A hollow frame 1 substantially rectangu 

lar in shape forms the bed or base of the ma 
chine and by preference supports at one end 
the material feeding 
mechanism. The material feeding is accom 
plished by carrying a supply of material 2 

65 

preferably in roll form upon a shaft 3, 
in brackets 4 mounted on the frame 1 of the 
machine. The free end of the paper or ma 
terial is carried upwardly and over a roller 

osition the blank 
ry to the bend 

engages with 

and blank cutting 
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5 which extends transversely of the machine 
and is journaled in suitable bearings 6 car 
ried by the frame 1. From this roller 5 the paper projects or travels horizontally be 
tween the transverse rollers 7 and 8 rotata 
bly supported by the frame 1 in any suit 
able manner, the roller 7 being preferably 
under the pressure of suitable springs 10 to 
produce a proper tension upon the paper or 
material. 
The paper is automatically and intermit 

tently fed forward between the rolls 7 and 8, 
to the die or blank cutting mechanism here 
after described, and is accomplished by pro 
viding each of the rolls 7 and 8 with a gear 
12. The gears 12 mesh and when rotated 
serve to revolve the rolls in opposite direc 
tions. A 
8 and meshes with a gear 15 rotatably se 
cured to a stud 16 on the frame 1. This gear 
15 is intermittently moved through a partial 
revolution by means of a dog 17 which en 
gages at times the teeth of the gear and ro 
tates the same. The dog 17 is pivoted to a 
bell crank 18, movable on the stud 16, and 
is so constructed that upon a movement in 
one direction it will engage the teeth of the 
gear 15 and revolve the same, and when 
moved in the opposite direction will be dis 
engaged from the teeth of the gear 15, and 
cease the rotation thereof. The bell-crank 
18 and the dog 17 is oscillated by means of 
the link 20 connected by a pin 21 to a crank 
plate 22 fast to the continuously revolving 
drive shaft 23. 
The paper or material after passing 

through the rolls 7 and 8 moves on to the die 
or blank cutting device where individual 
blanks are periodically cut from the paper 
stock to Elly the shape shown in 
Figs. 7 and 22. The blank cutting device 
is of the usual type, one of the cutting mem 
bers 24 being carried and raised and lowered 
by posts 25, slidably mounted in the frame 1. 
R osts 25 at their lower ends are con 
nected by the crosshead 26 carrying a pin 
27 to which is connected, intermediate its 
ends, a lever 28 pivoted at one end as at 30 to 
a bracket on the main frame 1. The opposite 
end of the lever 28 carries a roller 31 which 

and is periodically raised and 
lowered by the cam 32 fast to the drive shaft 
23. A spring 29 connected to the lever 28 
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ear 14 is connected to the roller 
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and frame 1 acts to hold the roller 31 in con 
tact with the cam 32. The stationary cut 
ting member or anvil 34 of the blank cutting 
mechanism which is supported on the main 
frame 1 is transversely bifurcated, as at 35 
for the reception of the material and is pro 
vided with an opening 36 in which the mem 
ber 24 moves Wii, and downwardly. 
The blank 39 after cutting from the stock 

is deposited upon a carrier or support 37, 
SF in blank receiving position is in 

vertical alignment with and beneath the die, 
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where it may readily receive the blank, see 
Figs. 3, 16 and 17. A positive discharge 
of the blank from the blank cutting mech 
anism may be accomplished by providing 

6 the movable member 24 with a plunger. 88. 
and operating mechanism as shown in Figs. 
16 and 17. e plunger 38 is located with 
in a recess 40 in the bottom of the member 

x 24 when that member is in its uppermost 
10 or raised position, see Fig. 17, and is pro 

vided with an upwardly, projecting stem 
41 which slides in the member 24. The 
member 24 is provided with a recess 42 in 

6 spring 43, the upper end of which bears 
against a collar 44 fast to the stem, 41. The 
upper end of the stem .41 is provided with 
a pin 45 which is engaged by the slotted end 
46 of a lever 47 pivoted intermediate its ends 
as at 48 to a bracket 50 carried by the mem 
ber 24. The end 51 of the lever 4 is en 
gaged at the propertime by an adjustable 
screw 52 carried by the post 53 fast to the 

26 

stationary member 34 on the frame 1. The 
arrangement of the parts is such that im 33 

- - - ity following the cutting of the blank 

24, the end 51 of the lever 4 will engage the 
screw 52 and operate the plunger 38 to dis 

80 charge the blank upon the support 37, see 
Fig.16. Upon the upward movement of 
the member 24 the spring 43 acts to seat the 
plunger in the recess 40. Accurate timing of 
the operation of the plunger may be had by 
adjusting the screw 52. 

After the cutting of the blank the surplus 
paper may be removed from the machine by 
rollers 53 and 54 which are located adjacent 
the forward end of the blank cutting mech 
anism and extend transversely of the ma 
chine. The roller 53 is journaled in suit 
able bearings supported by the main frame 
i and is rotated by a 
nected thereto, EE driven through a 

35 
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45 
supported in a movable arm 58 pivoted as 
at 60 to the main frame 1 and is drawn to 
ward the roller 53 by virtue of the retractile 
springs 61, connected to the arms 58 and to 
the frame 1. . . 
The support 3 may be bifurcated or cor 

50 

rugated to permit the blank to lie flat upon 
the plate and has one of its edges 62 ar 
ranged at an angle to the other edges as 
shown in Figs. 4 and 7. A shoulder 63 may 
be formed on the support to assist in main 

55 

EEE the blank in proper position thereon. 
8. The blank 39 is received from the die by the 

supporting plate in the position shown in 38 
'. Fig. and substantially one-half of the 

blank projecting beyond the edge 62 of the 
carrier 3 and out of contact with the plate. 
it will be here noted that it is not neces 

which is located a portion of an expansion. 

y the downward movement of the member 

sprocket wheel 55 con 

chain 56 by a sprocket wheel 57 connected 
to the roller 8. The roller 54 has each end 

sary that the paper or material be fed at times in a 

and cut into the desired blanks by mecha 
nism forming a part of this apparatus, al 
though I have shown and described such a 
mechanism. Suitable blanks may be cut 
and fed to the support 37 by automatic de 
vices independently of this apparatus or pre 
viously 
the plate 37. Following the positioning of the blank 39 
upon the support or carrier. 37 in the man 
ner just described, the plate is moved for 

70 

cut blanks may be fed by hand to 

75 

wardly (or to the left in Fig. 4) and a nar row portion 39 of the blank adjacent the 
edge 64 of the carrier 37 passes beneath a gluing wheel 65, receiving a coating of ad 
hesive. The support 37 is fast to a slide66 
which is guided and reciprocated horizon 
tally in the main frame 1. To reciprocate. , 
the slide one end of a link 67 is attached 
thereto as at 68 and the other end is pivot 
ally connected as at 70 to one end of a lever 
71, the opposite end of which is pivoted as 
at 72 to the main frame 1. One end of a 
pitman 73 is pivoted to the lever 71 as at 
4 and the other end is provided with a slot 
75 in which works the crankpin 76 on the 
crank plate 77 fast on the drive, shaft 23. 
The slot 75 is elongated as shown in dotted 
lines in Figure 1 so that when the slide is 
at the extreme limit of its movement in both 
directions a period of rest will occur, pro 
viding, sufficient time, for the bending and 
folding element, hereinafter described, to 
operate. . 

Subsequent to the gluing of the portion 
39 the blank is moved further forward by 
the plate 37 and is transferred to the plate 
or bed 78 fast to the frame 1. This is ac 
complished by a finger 80 which is raised 
slightly above the horizontal plane of the 
carrier 37 during its forward travel and is 
lowered immediately in the rear. of the 

03 

blank upon the carrier after the latter has • 
come to rest and over the bed 78. Upon the 
return movement of the support. 37 to its 
initial position the finger acts to hold the 
blank and remove it from the carrier where 
upon it is deposited on or transferred to the 
bed 78. The finger 80 is fast to a transverse 
shaft 81 carried in suitable brackets 82 on 
the frame 1 and is raised by an arm. 83, one 
end of which is fast to the shaft 81 and the 

110 
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other end of which is connected to a vertical 
link84. This link is connected to one end 
of a lever 85, pivoted intermediate its ends as 
at 86 to the main frame, and the opposite 
end of the lever carries a roller'87 which is 
Ed at the proper time by a cam 88 re 

WOW 
87 is held to contact with the cam 88 and 
the finger 80, is normally depressed by the 
retractile spring 89. . . . . . 
The bed 78 is provided with an angularly 

disposed s 90 which is parallel with and 
ignment with the edge 62 of the 

with the drive shaft 23. The roller . 
125 
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support 37. A forming plate 91 is fast to 
and consequently reciprocates with the slide 
66 and is substantially the same shape as the 
bed 78, and has an angularly disposed edge 
92, corresponding with the edge 90 of the 
bed 78. The longitudinal position of the 
plate 91 upon the slide 66 is such that when 
the support is at its rearmost or blank receiv. ing position, the plate 91 will be above and 
in alignment but out of contact, with the bed 
78, see Figs. 3 and 8. After the transfer 
of the blank 39 to the bed 78 the support 
37 retreats to its original position to receive 
a new blank, where it will remain stationary 
for a short time owing to the slot and pin 
connection 75-76 which produces a lost 
motion of the mechanism. w 
Inmediately after the forming plate 91 

assumes its position in alignment with the 
bed 78, the blank is bent upwardly parallel 
with and along the edges 92 of the plate 91, 
see Figs. 3, 9 and 12. This is accomplished 
by a bending and folding clement which 
consists of a bar 93 arranged across the 
path of travel of the blank and having its 
major portion closely approaching and 
parallel to the edge 92 of the forming plate 
91. The bar 93 is carried by the slide 59 
which works in a guide on the frame 1, and 
receives a vertical reciprocating motion by 
means of the roller 69 on the slide working 
on a cam 79 fast to the drive shaft 23. The 
shape of the cam 79 is such that at the time 
the blank is deposited upon the bed 78 the 
bar 93 is at its lowermost position, a portion 
of the blank projecting beyond the bed 78 
and over the bar 93, see Figs. 8 and 11. 
A transverse slot 95 is formed in the bar 93, 
see Figs. 3 and 10, and extends substantially 
throughout its length. This slot is so lo 
cated and the shape of the cam T9 is such 

45 
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that when the bar 93 is raised to bend the 
blank the slot 95 will come to rest for a short 
interval in alignment with and adjacent the 
forming plate 91. The depth of the slot 
is such that the forming plate and the blank 
will readily pass therethrough as hereafter 
described. 
Following the positioning of the parts as 

shown in Figs. 3, 9 and 12 the blank is 
moved forward by the plate 91 through the 
slot 95 in the bar 93 and is bent substantially 
upon itself with the plate 91 between the 
formed halves of the blank, the edge 39 of 
the blank contacting with and being sealed 
to the narrow portion 39 previously glued 
by the wheel 65, see Fig. 24. 
. As the blank upon the forming plate 91 

60 emerges from the slot 95, the sealed edges 39-39 and now termed the sealing strip 
or portion 39", is engaged by suitable fingers 
96 on the bar 93 which bend the sealed strip 
39 upwardly and at right angles to the 
remainder of the blank. After engagement. 
with the fingers 96, the strip 39 receives 

489,891. 

a coating of lue or proper adhesive from the wheel 97. g 
Further forward movement of the form 

ing plate 91 brings the sealed strip 39 of 
the blank beneath the beveled edge 98 of an 
arm 100, carried by the main frame 1, whereupon the sealing strip or portion is 
folded upon and in contact with the body 
of the blank and sealed thereto, see Figs. 14 
and 26, the strip 39 having been previously 
glued by the wheel 97 as before described. 
The forming plate 91 with the blank 

thereon continues its forward movement and 
comes to rest for a short time at the posi 
tion shown in Fig. 15. As the forming 
plate 91 comes to rest, fingers 101 and 102 
are lowered behind the blank 39 on the 
forming plate, and acts to remove the blank 
from the forming plate, upon its rearward 
or return movement, and transfer or deposit 
it upon plate 103 carried on the frame 1 of 
the machine. The fingers 101 and 102 are 
fast to a transverse shaft 104 carried in 
brackets 105 on the frame 1, and are oper 
ated by an arm 106 fast to the shaft 104. 
The arm 106 is connected by a link 107 and 
arm 108 to the shaft 81 previously described. 
Since the fingers 80 and 101 and 102 are con 
nected by virtue of the link 107, it is ap 
parent that they will be actuated as a unit 
or together by the spring 89, cam 88, roller 
87, lever 85, link 84, etc., as hereinbefore described. 

It will be here noticed, see Fig. 26, that 
as a result of the folding and sing of the 
strip 39 that a portion 39 of the strip 39 
projects slightly beyond the apex of the 
blank. This portion 39 is bent along the 
edge 39 of the blank following its transfer 
to the plate 103, by a finger 110 on one end 
of a lever 111 pivoted intermediate its ends 
as at 112 and supported by the main frame 1. 
The opposite end of the lever contacts with 
a shoulder 113 formed on the bar 93, and 
is operated upon the raising and lowering of 
the slide 59 and its operating mechanism 
hereinbefore described. The upward move 
ment of the slide through the shoulder 113 
and lever 111 acts to depress the finger 110 
and upon the lowering of the slide the finger 
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5 
is, raised through the retractile spring 114 
which serves to hold the lever 111 in contact 
with the shoulder 113. 
spring 114 may be attached to the lever 111 
and the other end may be attached to a reservoir 127 as shown in Fig. 3. 
Following the bending of the portion 39 

by the finger 110 the blank is again moved 
forwardly and presented to the rolls 115 and 
116 hereinafter described. To accomplish 
this a feed roll 120 is adapted to contact at 
times with the blank and move it forwardly. 
The feed roll 120 is fast to a shaft 118, ro 
tatably carried in one end of an arm 117, 
the opposite end of which is supported 

One end of the 
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roll 120 during which time the portion 39 of 

25 

draw the rol 

CA 

on a transverse shaft 121. The end of the 
arm 117 carrying the shaft 118 is provided 
with a split lug 122 and receives a screw 123 
which is adapted to contact with and be 
raised and lowered by the lever 111 herein 
before described. The adjustment of the 
screw 123 should be such that when the 
finger 110 is raised the arm 117 and roll 120 
thereon will be raised sufficiently to admit 
the proper transfer of the blank from the 
forming plate 91 to the plate 103 and when 
the finger is lowered and bends the portion 
39 of the blank as hereinbefore described, 
the roll 120 will lower into contact with the 
blank, see Fig. 3. A spring 119 tends to 

120 into contact with the 
blank. The roll 120 is rotated by means of 
a sprocket wheel 124 fast on the shaft 118 
which is driven through the chain 125 by a 
sprocket wheel 126 on the shaft 121. 
The blank having been fed forward by the 

the blank will have been folded into contact 
with the blank now passes between the hori 
Zontal rolls 115 and 116 and receives a coat 
ing of water-proofing material such as hot 
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paraffin, wax, or the like, from the roller 116 
which is partially submerged in and rotates 
in a reservoir. 127 for the waterproofing ma 
terial. The reservoir is provided at its bot 
tom with a chamber 128 into which a heat 
ing medium (hot water, steam, heated gases 
or the like) may be directed to maintain the 
waterproofing material in a heated and liq 
uid condition. The roll 115 is preferably 
under suitable spring pressure so that the 
blank, when passing through the rollers 115 
and 116 will not only be fed forwardly but 
will be pressed and impregnated with the 
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waterproofing material, thereby ensuring a 
waterproof receptacle. Any improper seal 
ing of the glued portions of the blank will 
be minimized if not, wholly eliminated by 
the passage of the blank between the rolls. 

e rolls 115 and 116 are rotated by means 
of a sprocket wheel 130, fast on the drive 
shaft 23, which rotates. EY means of the 
chain 131, a toothed whee 
to one end of the roll 116. The opposite end 
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of the roll 116 is connected to gear 133 
which meshes with and drives a gear 134 
fast to the shaft 121 on which the upper 
roller 115 is carried. 
The 

referred to operate in conjunction with and 
are fed in any suitable manner by the reser 
voirs. 135 and 136, and are rotated by the 

60 

shafts 137,138, journaled in bearings on the 
frame 1. The shafts 137 and 138 are pro 
vided at their ends with sprocket wheels 140, 
141, which are connected by the chain 142. 
The shaft 138 is provided with , second 
sprocket wheel 143 which is driven through 
the chain 144 by a sprocket wheel 145 fast on 
one end of a stub shaft 146 journaled in 

489,891 

132, connected 

f; wheels 65 and 97 previously 

bearings on the frame 1. A gear 147 fast on 
the opposite end of the shaft. 146 meshes 
with and is driven by a pinion 148 mounted. . 
for rotation with the gear 133 and about the 
S8. XS. 

After the blank is waterproofed and 
pressed it may be delivered from the ma 
chine in flat form or opened for final shap 
ing of the cup to prevent the adhesion of the 
contacting sides of the flat blank and for 
drying. In the latter case after the flat 
blank passes from between the rollers 115 
and 116, it slides down the inclined plate or 
chute 150 and comes to rest in a vertical 
position between the horizontal pins 151, be 
neath a conical former 155, and over the 
rollers 152, see Figs. 3 and 5. The pins 151, 
are carried in the upper horizontalbar 153 
of a cross-head 154 and the rollers 152 are 

... secured to the E. ends of corresponding 
levers 156, normally drawn toward one an ly 
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other by the spring 157, and pivotally se 
cured to a lower horizontal bar 158 of the 
cross-head 154, - - 

Following the delivery of the flat blank to 
ins 151 the blank is then opened to conical 
orm for shaping and drying. To this end 

the formed d 
former 155, carried by the frame 1, by the 
cross-head 154 which is slidably mounted 
upon the vertical standards 160, carried in 
brackets by the frame 1. 
with the formed blank thereon is raised and 
lowered by a link 161, one end of which is 
pivoted as at 162 to the lower horizontal bar 

lank is projected onto... the 
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The cross-head 

100 
158 of the cross-head 154 and the other end 
of which is pivotally connected as at 163 to 
the arm 164 of a bell crank 165. The first 
art of the upward movement of the cross 
ead 154 projects the blank 39 onto the 105 

former 155 and the continued upward move 
ment of the cross head causes the rollers 152 
under the pressure of the spring 15 to travel 
along the creased edges of the blank and roll 
or press them upon the face of the former. 
The last portion of the upward movement 
of the cross-head carries the rollers 152 just 
beyond the upper end of the formed blank 
or cup, (see Fig. 6). The cross-head is then 
moved downwardly, the rollers 152 strip 
ping the cup from the former 155, where 
upon the cup may drop into a receiver 166 
carried by the frame 1, see Figs 3 and 5. 
The cups may be accumulated as shown and 
removed collectively, or withdrawn upon 
each individual delivery to the receiver, or 
they may after removal from the former 155 
be delivered to a conveyor or other suitable 
mechanism for removing them from thema 
chine. 
The bell-crank 165 is pivotally mounted 

as at 167 to the frame and its arm 168 
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projects upwardly and carries the roller 170 
which contacts with the cam 171 fast on 
the drive shaft 23. The shape of the cam 
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blank, folding it 

171 should be such that when a blank has 
been received by the pins 151 the cross-head 
will be raised gradually then quickly low 
ered to remove the blank or cup from the 
former and maintained in its lower position 
to await the receipt of the next blank from 
the rolls 115 and 116. The weight of the 
cross-head 154 through the link 161 and 
bell-crank 165 holds the cam roller 170 
against the cam 171 and this weight may 
be partially counterbalanced by the weight 
172 carried by the bell-crank to one side of 
its pivot 167. 
The shaft 23 is continuously driven and 

this may be accomplished by the gear 173 
fast thereon which meshes with the pinion 
174 fast on a shaft 175 driven by an elec 
tric motor 176 or any other suitable means. 
Having thus described the invention what 

I claim is:- . 
1. The method of forming a receptacle 

which consists in stamping out a blank of 
desired form R ing an adhesive to the 

e blank upon itself where by opposite edges are positioned adjacent 
each other and sealed, bending the blank 
adjacent the sealed portion, applying an 
adhesive to the sealed portion, and then 
folding and sealing the sealed portion to the 
blank. . 

2. The method of forming a receptacle 
which consists in stamping out a blank of 
desired form, applying an adhesive to the 
blank, folding the blank upon itself where 
by opposite edges are positioned adjacent 
each other and sealed, bending the blank ad 
jacent the sealed portion, then folding and 
sealing the sealed portion to the blank, im 
pregnating the folded and sealed blank with 

agency, expanding the 8. Steffy blank, and finally rolling out the creases 
therein. 

3. The method of forming a receptacle 
which consists in punching from a material 
a blank of desired form, applying an ad 
hesive to the blank, folding the blank upon 
itself whereby opposite edges are positioned 
adjacent each other and sealed to form a 
sealed strip, bending the blank adjacent the 
sealed strip, applying an adhesive to the sealed strip, folding and sealing the sealed 
strip to one side of the folded blank, and 
then folding and sealing a projecting por 
tion of said sealed strip to the opposite side 
of said folded blank. . 

4. The method of forming a receptacle 
which consists in folding and sealing a 
blank to form a collapsed receptacle, im 
pregnating the collapsed receptacle with a 
waterproofing agency, and then simulta 
neously expanding the collapsed receptacle 
and rolling out the creases therein. 

5. The method of forming receptacles 
which consists in cutting a blank to the de 
sired form, apply an adhesive to the blank, 

in said cup. 
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folding the blank upon itself whereby op 
posite edges are located adjacent each other 
and sealed, bending the blank adjacent the 
sealed portion, applying an adhesive to the 
sealed portion, folding and sealing the 
sealed portion to the blank, and impregnat 
ing the folded blank with a water proofing 
agency. s 

6. The method of forming receptacles 
which consists in applying an adhesive to 
an edge of a blank cut to desired form, fold 
ing the blank upon itself whereby opposite 
edges are located adjacent each other and 
sealed, bending the blank adjacent to and 
parallel with the sealed portion, applying 
an adhesive to the sealed portion, folding 
and sealing the sealed portion to the blank, 
impregnating the folded blank with a wa 
terproofing agency and expanding the blank 
to final form. 

7. The method of forming a waterproof 
receptacle consisting in folding, sealing and 
impregnating a blank to form a collapsed 
flattened receptacle, and then rolling out the 
creases therein. 

8. The method of forming conical recep 
tacles which consists in forming a suitable 
blank inflatform and then expanding and 
rolling the blank to conical form. 9. The combination with means for feed 
ing material and cutting a blank therefrom 
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devices for folding and sealing portions of 
the blank to form a collapsed cup, means for 
transferring the collapsed cup from one of 
said devices to another, a stationary expand 
ing member, means for forcing the collapsed 
cup on said expanding member to expand 
the cup, and rollers for 

10. The combination with means for feed 
ing material and cutting a blank therefrom, 
means for folding and sealing a blank to 
form a collapsed cup, means for impregnat 
ing the collapsed cup, and mechanisms for 
simultaneously expanding the collapsed cup 
and rolling out the creases therein. 

11. In apparatus of the character described 
the combination of means for presenting a 
supply of material, means for cutting blanks 
from the material when presented, mech 
anism for folding and sealing portions of 
said blank maintaining the blank meanwhile 
in flat form, means for waterproofing said 
formed blank while flat, conical means for 
expanding the formed blank, and rollers for 

rolling out the creases 
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pressing the formed blank to final expanded 
form on said conical means. 

12. In an apparatus of the character de 
scribed, the combination of means for cut 
ting a blank, means for receiving the cut 
blank, a spring controlled plunger for effect 
ing a positive discharge of the blank from 
the cutting means to the receiving means, 
and adjustable means for actuating said 
plunger. 
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13. In a machine of the character de 
scribed, the combination of means for cutting 
a blank, means for bending and folding the 
blank, a carrier for the blank, means for 
operating the carrier bark and forth between 
the cutting means and the bending and fold 
ing means to feed the folded blank through 
the machine, a stationary former, a receiver 
for supporting the folded blank, means for 
raising the receiver to force the folded blank 
onto the former, and spring controlled roller 
mechanisms on the receiver adapted to be 
elevated therewith and be separated by the 
former whereby the creases are rolled out of 
the expanded blank. - 

14. In an apparatus of the character de 
scribed, the combination with means for cut 
ting a blank, and means for bending and 
folding the blank, a carrier for the blank 
operable back and forth between the blank 
cutting means and the bending and folding 
means, means independent of the carrier for 
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removing the blank therefrom, cam operated 
mechanisms for actuating the removing 
means, means for impregnating and pressin 
the folded blank, an expanding forman 
means for elevating the impregnated folded 
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blank and pushing the same on said form to 
open the folded blank. 

15. In a device for forming receptacles, the 
combination of a stationary frame, a blank 
cutting device supported thereon, a carrier 
movable in the frame in a horizontal plane 
for transferring the blanks, an element mov 
able in a plane at an angle to the path of 
travel of the carrier for in the blank 
subsequent to its transfer, a slidable member 
for moving said element, a roller thereon, 
and a cam mechanism engaged with said 
roller for operating the slidable member. 

16. In a device for forming receptacles, 
the combination of means for advancing a 
supply of material, means for cutting blanks 
therefrom, a bed, a carrier for transferring 
the blank from the blank cutting device to a 
Rosition over the bed, means for applying ad esive to a portion of the blank during its 
translatory movement, means for transfer 
ring the blank from the carrier to the bed, a movable forming plate having a position 
of rest over the and blank thereon, 
means for bending the blank upon the form 
ing plate and operative in conjunction there 
with, to fold and seal the blank thereon, 
means for moving the forming plate out of 
cooperative relation with said bending 
tions of the blank upon the forming 
means for removing the blank from the form 
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means, a device for further bending EE late, 

ing plate, means adapted to apply the water 
proofing agency to the blank when presented, 
means for presenting the folded blank to the 
waterproofing means, and means for open 
ing the blank to final form subsequent to its 

' contact with the waterproofing means. 
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17. In a device for forming receptacles, 
the combination of means for advancing a 
supply of material, means for cutting blanks 
therefrom, a bed, a carrier for transferring 
the blank from the blank cutting device to a 
position over the bed, means for applying ad 
hesive to a portion of the blank during its 
translatory movement, means for transfer 
ring the blank from the carrier to the bed, a 
movable forming plate having a position of 
rest over the bed and blank thereon, means 
for bending the blank upon the forming 
plate and operative in conjunction therewith, 
to fold and seal the blank thereon, means 
for moving the forming plate out of co 
operative relation with said bending means, 
a device for further bending the portions of 
the blank upon the forming plate, means for 
removing the blank from the forming plate, 
means adapted to apply the waterproofing 
agency to the blank when presented, means 
for presenting the folded blank to the water 
proofing means, a stationary expanding 
member, a slidable support, members there 
on for receiving the folded impregnated 
form, arms pivoted on said slidable support, rollers thereon, a spring connecting said 
arms, and cam operated means for operating 
said slidable support to force the folded 
blank over said expanding member as the 
rollers roll out the creases therein. 

18. The method of forming a receptacle 
consisting of first producing a collapsed 
receptacle, and then simultaneously expand 
ing the same and rolling out the creases 
therein. 

19. The method of forming a receptacle 
consisting of first producing a collapsed 
creased receptacle, and then forcing the same 
over a stationary former into expanded 
form. 

20. The method of forming a receptacle 
consisting of first producing a collapsed 
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creased receptacle, and then forcing the same 
on a stationary former and removing the 
creases from the expanded receptacle. 

21. The method of forming a receptacle 
consisting of producing a collapsed creased 
receptacle, forcing the collapsed receptacle 
on an expanding means, and then applyin 
rollers to the expanded receptacle to rol 
out the creases and cause ejection of the 
receptacle from the expanding means. 

22. The combination with means for feed 
ing material and cutting a blank therefrom, 
means for folding and sealing a blank to 
form a collapsed cup, means for impregnat 
ing the collapsed a former, means for 
pushing the collapsed cup onto the former to 
expand the cup, and roller mechanisms car 
tried by the pushing means adapted to first 
roll out the creases in the expanded cup. 
and then strip said cup from the former. 

23. The combination with a mechanism 
for producing a collapsed flat cup, of a 
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former, and movable means for receiving 
the collapsed cup and forcing the same over 
said former to expand the cup. 

24. The combination with a mechanism 
for producing a collapsed flat cup, of a 
former, movable means for receiving the 
collapsed cup and forcing the same over said 
former to expand the cup, and roller mecha 
nisms carried by the movable means adapt 
cd to be separated by the former to roll out 
the creases in the expanded cup while on the 
former. - 

25. The combination with a mechanism 
for producing a collapsed cup, of a former, 
movable means for receiving the collapsed 
cup and pushing the same over said former 
to expand the cup, and means on said mov 
able means adapted to first remove the 
creases from the expanded cup and then 
strip said cup from the former. 

26. The combination with a former, of 
means for forcing a collapsed cup onto the 
former to expand the cup, and mechanisms 
on said means for removing the creases from 
the expanded cup and then stripping the 
cup from the former. 

27. The combination with a former, of 

1,489,891. 

means for holding a collapsed cup and push 
ing the same onto the former to expand the 
cup, spring connected arms pivoted on said 
means, and rollers on said arms, said arms 
adapted to be separated by said former to 
permit the rollers to first roll out the creases 
in said expanded cup and then strip said 
cup from the former. 

28. The combination with a collapsed cup 
forming machine, of a cup. expanding de 
vice, and a mechanism operable by the ma 
chine for receiving a collapsed cup from 
the machine, pushing the same on the ex 
panding device to be expanded, and then 
stripping the expanded cup from the ex 
panding device. 

29. In a cup forming machine the com 
bination with a collapsed cup expanding 
means, of a mechanism for automatically 
pushing collapsed cups thereon and then 
pulling the expanded cups therefrom. 

In testimony whereof I affix my signa 
ture in the presence of two witnesses. 

CESARE BARBIER. 
. Witnesses: 

WALTER L. HouGH, 
FRED BUSCH. 
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