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required and it was necessary for the user of 
these blanks to store quantities of the diferent 
length blanks in anticipation of the use thereof 
for diferent lengths of products to be bOXed. 
Inasmuch as it was not always possible for the 
product manufacturer to anticipate his require 
ments in the matter of particular lengths of 
container forming blanks to coincide with the 
actual demand of particular lengths of products, 
it frequently happened that despite storage of 
large quantities of diferent length blanks one 
size Would be used to the exclusion of other sizes. 
It Would then be necessary to re-order or to 
cut down larger size blanks to a Smaller Size for 
immediate use resulting in undesirable waste of 
material. Furthermore Space Would be needed 
to store the unused blanks. 
The present invention overcomes the disad 

vantages of the prior art by creating container 
forming blanks in such form as to avoid Waste, 
as well as to avoid the necessity of storing a 
large number of diferent, Size blanks. The con 
tainer-forming blanks of the present invention 
are cut to correct length as needed from a single 
source of supply made up in the form of fan 
folded continuous sections of corrugated board. 
Accordingly, there is little or no waste of mate 
rial in the box making and there is a tremendouS 
saving in storage space With its attendant econ 
omy in reduced inventory. 
The formation of the fan-folded box blanks wili 

be understood by reference to the drawings, 
wherein Figure 1 shows the discharge end 10 of 
a conventional imachine i ! adapted to imanu 

- facture the relatively stiff corrugated paperboard 3. 
12 continuously in endless strip for?ii, "this nia 
chine customarily cuts the board strip trans 
versey into separated lengths by iteans of knives 
set in a pair of opposed upper an? löver rotary 
roliers i3-3, prior to discharge of the board 
under power. În the present invention, these 
cutting knives are replaced by scoring bars ! 4-4 
set in the outer surfaces of rollers i3-13 so that 
the projecting ends thereof are periodically in 

| sufficiently close registry during each rotation Of 
the rollers, Figure 2, With the board 2 therebe 
tWeen to Score the Saine inwardly froin its Oppo 
site outer surfaces to form fold lines i5 at Spaced 
intervais along the endless Strip of the board || 2. 
It will be noted that board : 2 is provided with , 
longitudinally extending score lines 16 on each 
side of a central longitudinally extending cut or 
separating line , these lines having been formed 
in the boar? by the machine i l at operational 
stage precediing that of the scoring rollers i3-i3. 
The cut, line if is provided so that lengths of the 
board 2 may be readily separated into identical 
halves with each half providing a box forming 
blank. It will be obvious that the separating line 
! may be placed off-center or entirely eliminated 
depending upon the Width of the board 2 and 
upon the size of the boxes desired to be made from 
the blanks. LikeWise, the particular number and 
spacing of the transverse score lines || 6 may be 
changed depending upon the shape and the num 
ber of sides desired in the finished box. For ex 
ample, With the present number of four equally 
spaced score lines !6, a rectangular box, as shown 
in Figure 7, may be conveniently made. How 
ever, by providing a greater or lesser number of 
score lines either equally or unequally spaced 
other shaped ilulti-sided boxes may readily be 
formed. - - - 

As the board strip i 2 is discharged by the ma 
chine | I it is desirably raised to a suficient height 
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for fan-folding above the surface upon which the 
folded board is adapted to be received. In the 
present embodiment of the invention, a relatively 
long upwardly extending suficiently wide 
smooth-surfaced inclined member i 8 of any suit 
able material is provided in extension of a deliv 
ery table or conveyor 19 suitably supported on 
the framing of the machine i l immediately în 
advance of the scoring rollers i3-13 at a level 
to properly receive the horizontally discharged 
moving board 2. In extension of the upper end 
20 of the member i 8 there is provided a relatively 
short-smooth-surfaced downwardly extending 
member 2 I having a terminal end 22 disposed 
above a movable pallet 23 upon which the folded 
board is to be stacked. Suitable Supporting up 
rights 24 and 25 adequately braced are provided 
to maintain table 9 and members 18 and 2 i in 
their described positions. - 

In the operation of the apparatus above de 
scribed, in which the machine i i has been ini 

- tially set to provide the desired longitudinal score 
and separating lines i 3 and ii and the rotary 
speed of the rollers 3-i 3 has been adjusted 
relative to the linear Speed of the board 2 there 
through to provide transverse fold lines 5 uni 
formly spaced apart the requisite distance, the 
board i2 is discharged in endless length to move 
forwardly over the table i 9, then over the inclined 
member (3 to the end 20 thereof and thence 
downwardly over the inclined member 2 I to the 
free end 22 thereof from Whence it descends to a 
position where one or more operators guide and 
foid the board alternately in opposite directions 
along the lines i 5 preparatory to stacking the 
Saine on the receiving pallet 23. Referring to 
Figures 1, 3, 4 and 5, it will be noted that due to 
its inherent stiffness, the board : 2 as it is fed 
along the inclined member !3, continues on in 
substantially its own plane (Figure 4) to present 
successive fold lines 15 at the high point or cor 
ner 26, Whereupon the board is successively par 
tially folded along its fold lines (5 over the said 
corner 20 so that further movement of the board 
is in a downward direction over the reversely in 
clined member 2 i, where the board i 2 is again 
Subjected to successive folding along lines 5 over 
the terminal edge 22 of the inclined member 2 i. 
It Will be noted also that these folds are all ini 
tially in the same direction and since alternate 
folds should be in opposite directions for stocking, 
it is necessary for the operator to manually reverse 
the direction of certain of the folds. However, 
the preliminary creasing of the board on lines 15 
over the edges 29 and 22 facilitates such reverse 
folding by the operator. - - 
At the beginning of the operation (Figures 1 

and 3), initial section. A of board i 2 is deposited 
On pallet 23 after the operator has folded section 
B, relative to section A, in a direction opposite 
to the fold imparted previously between these 
sections by the edges 29 and 22 of the overhead 
board delivery structure. As seen in Figure 4 as 
the board advances, section Chas moved from its 
position in Figure 3 in order to fold over section 
B along the direction of the fold previously im 
parted to these sections. In order that section 
D may move from its position in Figure 3 to be 
folded over section C, the direction of the estab 
lished fold between sections C and D (Figure 3) 
is reversed by the operator from that shown in 

- Figure 4. As the board continues to be folded 
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in sections, it is stacked upon pallet 23 until a 
- pile of suficient height is obtained, as shown in 
Figure 5, Whereupon the stacked pile with its 




