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1 
This invention relates to methods of covering 

objects with sheet materials and to apparatus for 
practicing such methods. In this specification 
and in the appended claims, the words “cover,” 
“covering,” “wrapping” and the like are used in 
a broad sense to refer not only to packaging op 
erations wherein a sheet material is wrapped 
completely around an object, but also to other 
arts and operations wherein a sheet material 
forms a part of or in associated with only part 
of a complete article. 

In wrapping or packaging articles of commerce 
prior to this invention, it has been customary to 
employ substantially non-stretchable materials 
such as paper, fabric, foil, and cellulose film 
known commercially as “cellophane.” Such ma 
terials are cut or otherwise provided in blank size 
and shape of area greater than the Surface area 
of the particular article to be wrapped or covered. 
Sufficient excess material must always be used 
to enable the edge portions thereof to be rela 
tively lapped. 
As is well known, when non-stretchable wrap 

ping material is used to cover a curved surface, 
it becomes wrinkled as the necessary crowding of 
the wrapping material takes place. One example 
of such wrinkling may be seen in the commercial 
use of holland cloth or the cellulose film known 
commercially as “cellophane” to cover the ce 
mented or tacky side of a blow-out patch used as 
an automobile tire accessory. Another example 
of the wrapper and also of the excess of wrap 
ping material over the area to be wrapped when 
non-stretchable material is used to wrap an ar 
ticle with a curved surface is seen in the com 
mon use of paper to wrap oranges. With the 
prior art material, round or irregular-shaped ar 
ticles could not be wrapped without wrinkling, 
and all such objects in addition to those having 
fiat sides and geometrical symmetry required an 
amount of wrapping material considerably in ex 
cess of the total surface area of such article or 
articles. In other words the prior art practices 
have been objectionable for several reasons and it 
is the object of the present invention to overcome 
such objections. 
An important feature of the invention in its 

broad aspect is to provide a new and novel method 
for, wrapping or covering in whole or in part vari 
outs articles with a minimum of material and with i 
freedom from wrinkles and the like. 
Another feature of the invention is the pro 

vision of apparatus in Warious forms for prac 
ticing the novel method. 
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2 
the use of a film or sheet of material, one type of 
Which is disclosed, for example, in the Calvert 
Patent No. 1,989,632, such material being manu 
factured by the Goodyear Tire & Rubber Com 
pany of Akron, Ohio, and sold commercially under 
the name “Pliofilm.” This material is character 
ized by its extreme flexibility and slight stretch 
ability under normal conditions and by its re 
sistance to moisture penetration. I have dis 
covered that I can stretch this material very ex 
tensively when it is heated to within. certain tem 
perature ranges without injuring or otherwise 
detracting from either its appearance or its other 
properties. I take advantage of this discovery in 
practicing my invention by causing the film or 
sheet, while heated, to conform to the shape and 
size of article being wrapped, and preferably I 
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stretch or expand the film or sheet very consid 
erably in some instances whereby to effect sub 
stantial savings in material as well as to enhance 
the appearance of the wrapping, to make possible 
the neat wrapping of any object regardless of 
its shape. The sheet may be heated over its en 
tire area or over any desired portion of its area 
dependent upon the requirements of a particular 
Wrapping operation. 
By Way of example, but without limitations, it 

is here pointed out that the invention may be 
employed in the wrapping or covering of cigars, 
fruits, vegetables, confections, wearing apparel, 
packaged articles as cigarettes, matches, toilet 
goods, razor blades, drugs, pencils, hardware and 
tools. In conjunction with any of the above 
mentioned or other articles, the film or sheet 
may be maihipulated in various ways as, for ex 
ample, by drawing or shaping mechanically or 
by differential fluid pressure. Thus in covering 
or wrapping confections of the type known as 
lollipops, a blank of the sheet material is suf 
ficiently softened by heat to greatly increase its 
extensibility, and in such condition it is held by 
its edges. The confection can then be pressed 
endwise against the center of the heat softened 
sheet causing the same to stretch, and at the 
same time to envelop snugly - the confection so 
presented. At an appropriate time thereafter the 
edges of the material may be released and either 
crimped or otherwise operated upon to secure 
them about the handle of the confection. 
Another feature of the invention resides in the 

provision of apparatus for practicing the novel 
method. Thus in a machine for covering lolli 
pops the sheet material may be fed automatically 

More specifically the invention contemplates 55 and intermitting from a supply roll to a position 
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where a blank is cut of and heated and the lolli- Figure 6 is a detail view of one of the conWey0r 
pop is presented to it as previously explained. pulleys; * 
The novel method may be practiced in several Figures 7 and 8 are respectively plan and edge 

ways al of which employ the principle of stretch- views of the upper clamping member for coop 
erating with that shown in Fig.4; 5 

sufficient to cover a desired object or part of an Figures 9 and 10 are detai plan views respec 
object, and then to seal or secure the edge por- tively showing, in different positions, the crimp 
tions of the sheet to enable it to maintain its ing neats W 
shape and position upon the object to which it is Figure i is a side elevation of the strip or sheet 
applied. The sheet material is one which, as 10 feeding means with the parts in the same relative 
previously stated, is normally only slightly positions seen in Fig. 2; 
stretchable as, for example, a rubber hydrohalide Figures 12 is a view similar to Fig. 11 but with 
film. Naturally, the selected modification of the the parts ir different relative positions; 
method for any particular field of manufacture Figure 13 is a transverse Sectional view taken 
will be governed by various factors such as the I5 on line 3-3 of Fig.12; 
shape, temperature or Weight of the particular Figure 14 is a detail plan view of the sliding 
object to be covered and by other process steps channel Of the feeding means; 
or handling operations through which such ob- Fig. 15 is a detail sidie elevation thereof; 
ject might normally pass and with which the Figures 6 to 2 inclusive are diagrammatic 
present method may be combined for greater 20 views illustrating the successive steps in the oper 
eficiency. - ation of the machines severali units; 
One form of the invention, as practiced in Figure 22 is a View of the competed confection 

covering confections such as lollipops, contem- as wrapped by this noveli methodi; 
plates holding a blankby its edgeportions, apply- Figure 23 is a diagrammatic side elevation 
ing heat to the blank whereby to soften it sufi- 25 showing a modification of the practice of the 
ciently to render it highly stretchable, and then invention; 
to press a follopip against the so-heated blank Figure 24 is a fragmentary vertical longitudina 
whereby to deform the central portion thereof sectional view of the delivery ends of the platens 
and cause it to snugly enfold the confection. shown in Fig. 23; 
The edge portions of the bank may then -be 30 Figure 25 is a fragmentary vertical transverse 
released and crimpedi to complete the operation, sectional view taken on line 25-25 of Fig. 23; 
though obviously the crimping and releasing - Figure 26 is a transverse sectional View through 
may be done simultaneously, or in any preferred still another form of apparatus for practicing 
order. In some instances the ollipopS or other the invention; 
articles may be presented to the Wrapping posi- - 35 Figure 27 is a similar view illustrating a differ 
tion in sufficiently warm condition to supply ent step in the method; and 
all the heat that is necessary to soften the film Figure 28 is an enlarged fragmentary sectional 
or sheet, in which case th? latter material need Wiew on line 28-28 of Fig. 27. 
not be preheated. Alternatively, the film Or Shteet Figure 29 is a transverse sectional view through 
need not necessarily be shaped by the confection, u) another modification of apparatus for practicing 
but it may, if desired, be shaped in a mold by the invention. 
differential fluid pressure while its edges are Figure 30 is a fragmentary view thereof partly 
firmly held, as will later be describedi K in horizontal section and partly in elevation. 

Stil another practice of the invention con- Figure 31 is a view taken approximately on line 
templates the disposition of one of more articles 45 , 3-3 of Fig. 29. 
to be wrapped between two sheets or films of Referring particulary to Figs. 1, 2 and 3, it will 
the material, and then simultaneously stretching be seen that the invention as there ilustrated is 
both sheets or films to cause them to follow the embodied in a machine for wrapping confections 
shape or shapes of the articles until portions of of the type known as lollipops. Each confection 
the opposing sheets meet arud fuse together. This 50 comprises a stem or handle A having on one end 
may be done with regular shaped bodies such as a piece of candy B of any ordinary or preferred 
cigarette packages, razor blades, powder boxes, size andi shape. A plurality of these confections 
etc., or with irregular shaped bodies such as are placed Successively in a Series of tubuar 
potatoes, oranges, sponges, and the like. In sockets 30 carried by an endless conveyor belt 
either case, the articles may be wrapped indi- 55 3? which runs over and between a pair of pulleys 
vidually or in groups, and in the atter case each 32 and 33. These pulleys 32 and 33 are respec 
article will be completely coveredi and sealed and tively mounted for rotation on shafts 34 and 35 
may be separated from the others in any desired supported by spaced bearing blocks 36 and 3T 

3 rising from a base 38. The ends of the sockets 30 
The foregoing and other objects, features and 60 project through the belt, and, in order to accom 

advantages of the invention will readily appear modate them, the pulleys 32 and 33 are formed 
from the following description in connection with with substantially central grooves 39 (see Fig. 6). -- 
the accompanying drawings, wherein the in- Incidentaly the puleys may also be formed with 
vention has been shown merely by way of fillus- fanges for guiding the side edges of the belt 
tration and wherein, 85 and thus maintaining travel of the sockets in a 

Figure 1 is a side view of one form of machine true plane. 
for practicing the novel method in conjunction Suitable means are provided for advancing the 
with the wrapping of confections; belt 3 intermittently whereby to present the con 

Figure 2 is an end view thereof; fections successively to a covering mechanism at 
Figure 3 is a top plan view of the same; 70 C. While the belt advancing means may take 
Figure 4 is a detail view of the lower clamping many other different forms, it has been shown as 

member against which the sheet of Wrapping comprising a cam-and-lever mechanism deriving 
material is held; W- its power from an electric motor 40 on an exten 

Figure 5 is a vertical transverse sectional view sion of the base 38. Through speed reduction 
taken approximately on line 5-5 of Fig. 4; -75 gears 4 and 42, the motor 40 drives a shaft 4 
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which carries a series of cams for synchronous 
operation of several units including the belt ad 
vancing means. For the latter unit, a wedge-type 
cam 44 on the outer end of a swinging arm 45 is 
adapted to strike a roller 46 on one end of a 
laterally slideable bar 47. The other end of the 
bar 47 is disposed adjacent to the upper reach 
of the belt 3 f and it carries a spring-actuated 
pawl or dog 48 adapted to engage the inner end 
of the adjacent socket 30. The bar 47 has lim 
ited movement guided by a grooved or slotted 
bracket 49, the extent of such movement in each 
direction being equal to the distance between the 
Sockets 30. Thus for each revolution of the shaft 
43, the belt 3 is advanced an amount equal to the 
distance between said sockets. After the cam 44 
passes and disengages the roller 46, the bar 47 
and associated parts will be returned to original 
position by a tension spring 50. 
As shown in Fig. 1, the belt 3 has sufficient 

slack in it to permit its upper reach to be moved 
up and down for presentation and withdrawal of 
one of the confections to and from the covering 
mechanism at C. For this purpose the edges of 
the belt pass through an elevator 5 carried on 
the upper end of a rod 52 which is slideably sup 
ported by a guide 53. The lower end of the rod 
52 is formed with a foot portion 54 which engages 
one end of a bell-crank lever 55 fulcrumed at 56 
on the base 38. The other end of this bell-crank 
lever 55 carries a roller 5 for engaging the periph 
ery of a rotary cam 58 which is also mounted on 
the Shaft 43. - Thus for each revolution of Said 
shaft, the elevator 5 is moved upwardly and 
downwardly, the upward movement being rela- 3 
tively slow and gradual and the downward move 
ment being much more rapid. 
The covering mechanism C comprises a lower 

fiked die 60 and an upper movable die 6 f, both of 
which are hollow or tubular to permit passage 
of the candy portion B. The opposing faces of 
these dies 60 and 6 are adapted to cooperate to 
clamp between them a suitable blank D of the 
covering material previously mentioned. The 
lower die 60 is held by a bracket 62 and the upper 
die is carried by a forked end of a lever 63 full 
cramed at 64. The other end of the lever 63 iS 
pivotally connected by a link 65 to an arm 66 
which is fulcrumed at 67 on the frame of the 
machine. Intermediate its ends, the arm 66 car 
ries a roller 68 adapted to engage against the pe 
riphery of another cam 69, the roller being main 
tained against said cam by virtue of a tension 
spring 70 acting on the arm 66. 
Cam 69 is also mounted on shaft 43. Thus for 

each revolution of shaft 43, the upper die 6 l is 
raised from contact with lower die 60 and again 
returned to clamping position with said stationary 
lower die these movements being effected by the 
contact surface of cam 69 moving roller 68 down 
wardly the said roller carrying with it arm 66, link 
65 and the end of arm 63 pivotally connected to 
arm 66. This downward motion of said end of 
arm 63 rocks said arm over its fulcrum 64 raising 
the forked end which carries the upper die 6 ll. As 
the cam 69 continues its rotation the movement 
of the members 68, 65, 63 and 6 are reversed the 
tension spring 70 maintaining the roller 68 in 
contact with the surface of cam 69 by the upward 
pull of said spring. 
The covering material D of suitable width and 

thickness is fed from a supply roll 80 supported 
on a bar 8 which in turn is supported by rack 82 
mounted on bracket 62. The material Dis manu 
ally positioned in the automatic intermittent feed 
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ing mechanism of the - device which will now be 
described in detail. A tongue 90 of spring steel 
or any other suitable material is mounted on rod 
9 which is supported in the upper end of bracket 
92 rising from bracket 62. Said tongue contacts 
a stationary bottom i plate 93 which is held in 
position by bolts 94 on hollow posts 95 the heads of 
said bolts being counter sunk so as not to interfere 
with the covering material D as said covering 
material is drawn along the top surface of Said 
bottom plate and under the tongue 90 as it is ad 
vanced to the covering mechanism at C. A slid 
ing channel 96 best shown in Figs. 14 and 15 is 
slideably supported on cross members 97 and be 
tween the cut-out sides of the U-shaped guide 
member 98. The cut-out sides of the member 98 
provide spaced upright members 99 which deter 
mine the distance member 96 can be moved, a 
rod or pin 00 being extended beyond the sides of 
the sliding channel 96 in such manner as to limit 
the movement of the channel 96 and associated 
parts. Sliding channel 96 has cut therein a Slot 
Of through which posts 95 extend. A recipro 

cating motion is imparted to the sliding member 
96 through the movement of arm 66 said arm 
being actuated as hereinabove described. A bell 
crank lever I l 0 is fulcrumed at 67. One arm of 
this bell crank i i 0 carries a pin i 2 which is 
extended into the plane of arm 66 so that as arm 
66 moves downwardly it will contact said pin f i 2 
and thereby rock the arm l i 0 on fulcrum at 67, 
imparting a movement of the upwardly extending 
arm of the bell crank lever f 0 in a direction 
which may be described as forward. The upper 
end of lever i f 0 is pivotally connected with link 
13 which link is also pivotally connected with 

arm i f 4 which is fulcrumed at i 5 on the bracket 
62. Intermediate the ends of arm i 4 is pivotally 
attached a rod f f 6 which is threaded on its other 
end, the threaded portion carrying spaced nuts 
fT and i 18. The threaded end of the arm i 6 

is supported in the upwardly extending portion of 
an angularly-formed clamping plate f f 9 the said 
clamping plate i 9 being fulcrumed at i 20 on the 
sliding channel 96. 
The other end 2 of the clamping plate i 9 

is adapted to move toward and from the forward 
end of the bottom of channel 96, and in one ex 
treme, it engages against the wrapping material 
D at that place and holds it to feed it into position 
between the dies 60 and 6. That is accomplished 
'while the rod ft 6 is moving toward the left as 
Viewed in Fig. 2. After a predetermined amount 
of the sheet material is thus placed in wrapping 
position, the rod 6 moves in a reverse direction 
(to the right as viewed in Fig. 2) and as this oc 
curs the nut i li will strike the member i 9 and 
rock it, first disengaging the wrapping material 
and then moving the channel 96. back toward the 
supply roll. At this time, the spring tongue 90 
holds the end of the unused portion of the wrap 
ping material against the fixed plate 93, maintain 
ing proper tension and insuring that the material 
will be ready for the next feeding movement. 
The heating mechanism E is designed to reg 

ister against the top side of die 6 ?i to provide 
the heat used in heating of a blank of covering 
material clamped between the faces of dies 60 
and 6 f. The said mechanism E comprises an 
ordinary electric heating element provided with 
thermostatic control of any ordinary or preferred 
type and connected to any convenient source of 
electric current. Mechanism E is mounted on 
a curved arm 30 which is pivotally supported 
at one end by bracket f3 mounted on frame 
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2 rising from base 38, carried by the outer end 
of said arm 30 and connected into the electric 
current supplied the heating element proper are 
two cutting wire supports 35 between which is 
disposed a cutting wire 36 having sufficient re 
sistance to become hot so that when it contacts 
the covering material that is bridged between the 
intermittent feeding mechanism and the clamp 
ing members the covering material will be cut 
in two. A rod 33 with a slot 34 formed there 
in is pivotally, connected to the curved arm 30 
intermediate the ends of said arm. - Cooperating 
in slot 34 is a guide pin 35 which is fixedly 
supported in frame 32. The other end of arm 
33 carries a roller 137 for engaging the periph 
ery of another rotary cam 38 which is also 
mounted on the shaft 43. Thus for every revo 
lution of said shaft the rod 33 is given "an up 
ward endwise thrust which elevates the curved 
arm 30 and permits the said arm 130 to again 
drop downwardly of its own weight until stopped 
by the contact of element E against member 6. 
Superimposed on the forked end of lever 63 is 

a crimping mechanism designed to crimp the 
covering material snugly about the handle of a 
lollipop after the body of the lollipop has been 
substantially covered. Referring to Figs. 9 and 
10 it will be seen that the crimper mechanism 
consists of two fiat oppositely notched blades 150 
and 5 pivotally connected at 52. At one end : 
of member 50 there is provided a small hole 
53, and in like manner member 15 li has formed 

therein hole 54. For actuating the crimper, a 
substantially U shaped rod 55 of small diam 
eter extends from a bifurcated top of a lever arm 
56 into said holes i 53 and 54, the ends of the 
rod 55 being turned at right angles through said 
holes forming a loose fit. The lower end of arm 
56 has mounted thereon a roller 5T for en 
gaging the periphery of the rotary cam 69 pre 
viously described, said roller being maintained 
against said cam by virtue of a tension spring 
58 acting on the arm 156. Thus it will be seen 

that for every revolution of shaft 43 the crimp 
ing blades 50 and 5 will be moved toward and 
from each other. When the crimper is in open 
position as shown in Fig. 9 there is sufficient 
opening between members 50 and 5f to per 
mit the passage of the heating element E in its 
course to register adjacent the die 6 f. When 
the parts are in crimping position as shown in 
Fig. 10, the notches in the blades 50 and 5 
mutually encircle the lollipop handle just below 
the confection and gather the excess sheet mate 
rial into skirt portions S as shown in Fig. 22. 
In practice it has been found that better re 
sults in crimping the cover material about the 
handle of a lollipop are obtained if a plate 59 
is used to keep the cover material away from 
the scissors like action of the blades of the crimp 
er as they close. The said plate 59 is pivotally 
attached to member 5 il at 70 and said plate 
has formed in it the slot 7 . A fixed pin 72 
extends from member 50 into said slot T and 
guides the plate 59 on an inward and outward 
course as the crimper is opened and closed. More 
positive action of the plate is accomplished by 
use of the tension spring T3 extending from the 
plate 59 to the member 5. 
By way of recapitulation, and referring to Figs. 

16 to 21, inclusive, it will now be understood that 
in the first step of operation of the machine just 
described, a blank of the sheet material is fed 
in between the separated die members. After the 
sheet feeding device is retracted, the upper die 
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8 
moves down and clamps the sheet blank between 
it and the lower die, whereupon the cutting and 
heating unit is brought into operation to sever 
the blank from the strip and to soften the same 
by heat. Next, the lollipop or other article is 
pushed through the die deforming and stretch 
ing the mid-portion of the heated blank which 
gradually takes shape around the confection. 
Thereafter the crimping device comes into action 
to complete the shaping of the blank, said crimp 
ing device assisting in freeing the edges of the 
blank from the dies as the latter separate. The 
lollipop is then withdrawn from the des and 
carried by the conveyor to the point of discharge. 
Of course, the lollipops may be ejected through 
the die, if desired, instead of being carried away 
by the conveyor, and the relative movement be 
tween the die and the lollipop may be effected 
by movement of either the dollipop or the die 
or both. Furthermore the covering material may 
be heated in numerous ways, either at the die or 
before it reaches that position. 
While the invention has just been described 

with reference to wrapping a confection it can, 
of course, be used with equal advantage for wrap 
ping or covering in whole or in part many other 
specific articles. For example: i cigars, fruits, 
vegetables and the like, may be individually cov 
ered by this novel method. Packaged articles 
such as cigarettes, matches, toilet goods, razor 
blades, drugs, pencils, hardware and the like may 
also be wrapped. 
As has been previously stated, the invention 

can be used with equal advantage for wrapping 
or covering other specific articles. One such 
modification of the invention is illustrated in 
Figs. 23 to 25 inclusive wherein the covering of 
irregular and odd shaped articles as potatoes is 
shown diagrammatically. It is to be understood, 
however, that this form of the invention is not 
I'mited to use on or for potatoes, but contem 
plates many other articles of natural growth or 
of manufacture. 

In practicing this form of my invention, pota 
toes 300 are placed between two sheets 30 i and 
302 of substantial width of covering material such 
as previously referred to hereinabove as being of 
the type disclosed in the Calvert Patent No. 
1989,632. 
The sheet 30 may be drawn or otherwise fed 

from a roll 303 or other suitable source, and it is 
led under a guide roll 304 and i onto an endless 
conveyor belt 305 which runs over pulleys 306 and 
307. Either or both of these pulleys may be 
driven in any suitable manner and at any appro 
priate speed. As the sheet 30 i is carried on the 
upper reach of the conveyor belt, the potatoes 
300 (or other articles being wrapped) are placed 
upon it either manually or automatically and in 
relatively spaced sequence. As the motion of 
the sheet 30 and the potatoes 300 continues, they 
pass under another guide roll 308 at whº'ch place 
the sheet 302 is laid down on top of the potatoes, 
said sheet 302 being drawn or otherwise fed from 
a roll 309 or other suitable source. The so-as 
Sembled sheets and potatoes are then passed from 
the conveyor belt 305 and into a suitable heating 
and uniting device. While its form may - vary, 
the heating and uniting device shown diagram 
matically in the drawings, comprises a lower 
platen 30 and an upper platen 3 f, said platens 
being spaced apart sufficiently to permit ready 
passage of the materials. Heat may be applied 
to the platens in any desired manner, as by circu 
lation of hot water through jackets 32 and 33. 
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At their side edges, the platens carry a plurality 
of sealing rollers 34 and 35 which are so formed 
and arranged that they cooperate to press the 
side edges of the sheets 30 l and 302 tightly to 
gether. Since the sheets have become heated 
by their passage between the platens, the pres 
sure thus exerted by the rollers 3 4 and 3 i 5 will 
permanently unite the sheets at said edges. 
Adjacent their delivery ends the platens 3 f, 0 and 

3 li f are formed with a multiplicity of ports 3 6 10 
and 3 f7 through which blasts of air pass from , 
chambers 38 and 3 9, which in turn may be sup 
plied with compressed air from any suitable 
source. These blasts of air impinge against the 
lower and upper surfaces respectively of the heat 
ed sheets 30 and 302 with Sufficient force to 
shape said sheets snugly about or against the in 
dividual potatoes, and portions of said sheets com 
ing into contact with each other in the spaces 
between the potatões.-- If desired, the air flowing 
through the ports 3 f 6 and 37 may be heated to 
further facilitate the union of the sheets 30 l and 
302 at their various points of mutual contact. 

From the foregoing, it will be evident that the 
potatoes (or other objects to be covered) may 
be very easily and quickly disposed between two 
sheets of the desired, wrapping material. The 
operation is continuous, and as it progresses, the 
sheets are heated sufficiently to soften their sur 
faces, and eventually said sheets are shaped about 
the individual articles, sealing each one and leav 
ing them all connected together by merged or 
fused portions of the sheets. After leaving the 
delivery ends of the platens, the so-connected ma 
terials may be taken away by a conveyor 320, 
from which they may be removed, separated, in 
spected, or otherwise handled preparatory to 
packing and shipping. 

Still another example of the invention is illus 
trated in Figures 26 to 28, inclusive, wherein two 
tubular cooperating members, 500 and 50, have 
secured in their open cooperating ends fine mesh 
screens, 502 and 503, in approximately the shape 
of the object to be covered. At the closed ends 
of said members 500 and 50 i are ports 504 and 
505, said ports communicating with pressure and 
vacuum tanks by means of three-way valves 506 
and 507. Blanks of covering material, 50 and 
5 , of the type or nature previously mentioned, 
or any other suitable material, are applied over 
the faces of members 500 and 50 and are held 
there by rings, 52 and 53. In the edges of mem 
bers 500 and 50 l are formed depressions, 54 and 
55 aligned with a vacuum tube, 56, which is 
suspended between the open faces of members 
500 and 50, and extends only slightly beyond 
the edges of the said members. A heating elle 
ment, 58, is adapted to be moved in between the 
blanks, 50 and 5 f, to heat said blanks and then 
to be removed, and the members, 500 and 50 i, are 
adapted to be moved toward each other until 
the contact. The vacuum thru valves 507 and 
509 is designed to create a vacuum within the 
members 500 and 50 , and the pressure line thru 
said valves is designed to build up pressure in 
members 500 and 50 l. The i operation of this 
form of the invention is as follows: The blanks 
5 O and 5 ( f of covering material are placed in 
position over the open ends of members 500 and 
50, where they are held by the rings 52 and 5 3 
provided for that purpose. With the members 
500 and 50 i slightly spaced apart as in Fig. 26, 
the heating element is placed between the blanks 
to heat them after which the heating element is 
withdrawn and the vacuum valves opened causing 
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the blanks to be drawn back against the screens 
forming receiving cavities for the article to be 
covered. Next, the article to be covered is placed 
between the cavities and the members 500 and 
50 are moved toward each other, which move 
ment catches the article within the cavities and 
the movement is continued until the edges of the 
members 500 and 50 , with the cover material 
between them, contact, which results in sealing 
or fusing the two blanks together except over the 
Vacuum tube 56, and this tube extends into the 
Space between the covered article and the cover. 
The vacuum line 5 i 6 is in operation as the cover 
blanks come together and thereby extract the air 
from between the cover and the covered object. 
Next, the small tube 56 is withdrawn and the 
Small hole it leaves may be closed and sealed 
in any desired manner. Next, the pressure valve 
is opened and the members 500 and 50 are moved 
a Way from each other until the covered article is 
ejected, the pressure pressing the covering ma 
terial firmly against the object being covered. 
In the illustrated embodiment just described, the 
object is spherical, as an orange, but the inven 
tion is not limited in this respect since other ob 
jects and other shapes may be operated upon 
with equal success. 

In Figs. 29, 30 and 31 there is illustrated an 
other form of machine particularly adapted for 
Covering lollipops but with principles capable of 
use in similarly covering other specific articles. 
In this form a pair of cooperating members such 
as rolls 60 and 602 are mounted for simultane 
ous rotation in opposite directions. These mem 
bers have their surfaces formed with cavities 603 
and 604 of size and shape corresponding with, 
but slightly larger than, the confection 600 which 
is to be covered. The members may be driven in 
any suitable manner as by gears 605 and 606 and 
may be journaled in bearings of any desired form. 
Strips 607 and 608 of rubber hydrochloride film 
or other selected material are respectively ap 
plied to the rolls 60 and 602 in such manner 
that said strips are brought together and pressed 
together. The strips 607 and 608 may be slightly 
narrower than the rolls 60 and 602 but wider 
than the cavities 603 and 604. At an appropriate 
point in the operation of the device and before 
the strips are actually brought together the lolli 
pop 600, or other article being covered, is posi 
tioned between the strips either manually or 
automatically as desired. The arrangement is 
such that with the progressive rotation of the 
members 60 and 602 the confection 600 becomes 
positioned between the strips of covering material 
in such manner as to register with the opposing 
cavities 603 and 604. As this occurs the covering 
material is stretched to conform to the shape of 
the confection and as the movement continues 
the edge portions of the strips and the intermedi 
ate portions between the successive confections 
are sealed together by pressure and heat. 

In order to supply the strips of the covering 
material they may be fed from supply rolls or the 
like through or between feed rolls 609 and 6 O 
to Surface heating drums 6 and thence to the 
rolls 60 i and 602. The drums 6 are mounted 
for rotation preferably in synchronism with the 
rolls 60 and 602 and may be heated internally 
by hot water or electric heating elements as may 
be preferable. The degree of heating is, of course, 
dependent upon the properties of the selected 
wrapping material and by way of example it is 
here noted that “Pliofilm” should be heated to 
within the range of 120° to 150° F. By having 
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the feed rolls 609 and 60 relatively cool the 
strips may be drawn from the source of supply 
without undue or premature stretching. If de 
sired additional heat may be supplied to the rolls 
60 and 602 as by circulation of a heating fluid 
in or through central chambers 62 such fluid 
being supplied through a tube or pipe 63 fitted 
with swivel joints 6i4. 
At one edge each of the rolls 60 i and 602 is 

formed notches 65 which extend into the cavi 
ties 603 and 604 and provide clearance for the 
confection handle 66. Obviously as the machine 
operates the corresponding portions of the cov 
ering material are shaped to fit smugly around 
these handles 66 giving a moisture proof Seal 
and neat appearance. * 

From the foregoing it wdll be evident that a 
multiplicity of articles can easily and quickly be 
covered by continuous operation of the machine, 
Such articles With their covers energing from the 
machine in strip form and capable of being sev 
ered individually or in groups. 
From the foregoing it will be evident that I 

have provided novel method steps and apparatus 
for covering various articles in whole or ina part. 
In practicing the invention, the covering materia 
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s stretched, effecting economy and resulting in 
improved appearance, free from wrinkles. If nec 
essary to facilitate its proper shaping, the cov 
ering material may be softened either by heat 
or by moisture or otherwiše, dependent upon the 
inherent properties of the particular material 
selected. Thus it is to be understood that the 
specific references to heating are used in a broad 
sense and contemplate, as equivalents, any other 
effective Ways of softening the material to render 
it Stretchable. 
numerous modifications other than those specif 
ically described and illustrated, and the right is 
herein reserved to make such changes as fall 
within the scope of the appended claims without 
departing from the spirit of the invention. 
WhatI claimas: 
1. In the method of covering an object with a 

stretchable thermoplastic sheet material, the 
steps of providing a single blank of the sheet 
material of an area substantially less than the 
surface of the object to be covered, supporting 
and clamping said blank at its edges, moving 
the object forcibly against the central portion of 
the blank whereby to stretch the sheet materia 
a substantial amount and cause it to surround 
the object, releasing the clamped edges of the 
blank, and then operating upon the edge portions 
of the blank to complete covering the object. 

2. In the method of covering an object with a 
stretchable sheet of thermoplastic material, the 
steps of providing a blank of sheet material of 
an area substantially less than the surface of the 
object to be covered, supporting and clamping 
said blank at intervals at its edges, pressing a 
heated object against the blank whereby to in 
crease the stretchability of the sheet material by 
the application of the heat of the said object to 
said sheet material and to cause the sheet mate 
rial to surround the object, releasing the clamped 
edge portions of the blank, and then operating 
upon the edge portions of said blank to complete 
covering of the object. 

3. A method of wrapping which includes the 
steps of heating a sheet of rubber hydrochloride 
to increase its stretchability, stretching the sheet 
about the article to be wrapped by pressing the 
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edges of the sheet to secure it about the article, 
and fusing the gathered edges. 

4. A method of Wrapping which includes the 
steps of heating a sheet of rubber hydrochloride 
to increase its stretchability, stretching the sheet 
while in a heated condition about the article to 
be wrapped by pressing the article against the 
sheet, gathering together the edges of the sheet 
to secure it about the article, and fusing the 
gathered edgeS. 

5. A method of packaging which includes the 
steps of heating a film of rubber hydrohalide 
until the same acquires a high degree of elas 
ticity, and stretching the same in contact with 
the surface of an article to be wrapped therein. 

6. An apparatus of the character described, 
including means for advancing a Web of thermo 
plastic sheet material, means for heating prede 
termined portions of said material, means for 
forming pocket-like extensions in said heated 
portions to partially enclose the articles to be 
wrapped, and means for drawing together por 
tions of the web on opposite sides of the articles 
to close and seal Said pocket-like extensions 
around the articles. 

7. A method of wrapping an article in a single 
sheet of beat-stretchable material, including the 
steps of heating the sheet to render it sufficiently 
stretchable, stretching the sheet about the article 
to be wrapped by pressing the article against 
the sheet, gathering together the marginal por 
tions of the sheet to Secure it about the article, 
and fusing the gathered portions. 

8. A method of wrapping an object, including 
the steps of heating a single blank of heat 
stretchable and heat-Sealable sheet material to 
impart to it the requisite stretchable and seal 
able properties, and completely enclosing the 
object in that single blank by stretching the 
blank to increase its area and by bringing por 
tions of the blank into direct sealing contact to 
confine it about the object. 

9. A method of wrapping an object, including 
the steps of heating a single blank of heat 
stretchable and heat-sealable sheet material to 
impart to it the requisite stretchable and seal 
able properties, and completely enclosing the 
object in that single blank by stretching the 
blank to increase its area and by bringing por 
tions of the blank into direct sealing contact at 
a single point to confine it about the object. 

10. A method of wrapping an object, including 
the steps of providing a blank of heat-stretch 
able and heat-sealable sheet material, anchoring 
Said blank at its marginal portions, heating the 
blank to impart to it the requisite stretchable 
and Sealable properties, stretching the blank 
While So anchored by pressing the object directly 
against it, and then gathering together into 
direct Sealing contact the marginal portions of 
the blank to confine it about the object. 

11. A method of wrapping an object, includ 
ing the steps of heating a single blank of heat 
stretchable sheet material to render it sufficiently 
stretchable, and completely enclosing the object 
in that single blank by stretching the blank to 
increase its area and by securing directly to 
gether portions of the blank to confine it about 
the object. 

12. A method of wrapping an object, including 
the steps of providing a blank of heat-stretch 
able sheet material, anchoring said blank at its 
marginal portions, heating the blank to render 
it sufficiently stretchable, stretching the blank 

article against the sheet, gathering together the 75 while so anchored by pressing the object directly 



2,486,758 
13 

against it, and then securing directly together 
the marginal portions of the blank to confine it 
about the object. 

13. A method of packaging which includes the 
steps of heating a single film of rubber hydro 
halide until the same becomes readily stretchable, 
stretching the film in contact with the Surface of 
the object to be wrapped, and then sealing the 
film in its stretched condition about the object 
to form a removable wrapper which completely 
encloses the object. 

14. A method of packaging which includes the 
steps of heating a single film of thermostretch 
able wrapping material until the same becomes 
readily stretchable, stretching the heated film in 
contact with the surface of the object to be 
wrapped, and then sealing the film in its stretched 
condition about the object to form a removable 
wrapper which completely encloses the object. 

15. A wrapping machine comprising, in com 
bination, means for anchoring a blank of heat 
stretchable sheet material at its marginal por 
tions, means for heating the blank to render it 
readily stretchable, means for pressing the object 
to be wrapped against the heated blank while so 
anchored to form an open-ended wrapper which 
will partially enclose the object, means for gather 
ing together the marginal portions of the blank 
to close the open end of the wrapper and thereby 
cause it to completely enclose the i object, and 
mechanism for operating the aforesaid means in 
proper synchronism during each cycle of operation 
of the machine. 

16. A method of wrapping an object in a tem 
porary protective film to form an openable pack 
age, including the steps of heating a Sufficient 
quantity of a rubber hydrochloride sheet mate 
rial to make up a complete wrapper which will 
entirely enclose the object, stretching the heated 
material to increase its area and conform it to 
the shape of the object, and securing the stretch 
shaped material while it is still elastic about the 
object to form the complete wrapper solely by 
bringing portions of the wrapper into heat-sealing 
contact. 

17. The method of wrapping an article in a 
film composed essentially of a rubber hydrochlo 
ride, which comprises heating at least a portion 
of the film to render it highly elastic, stretching 
the heated portion of the film to make it fit the 
article, and then while the film is still elastic 
applying it in stretch-shaped condition to the 
object and securing it thereon in such stretch 
shaped condition. 

18. A method of wrapping an object in a tem 
porary protective film to form an openable pack 
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age, including the steps of heating a sufficient 
quantity of a rubber hydrochloride sheet material 
to make up a complete wrapper which will entirely 
enclose the object, stretching the heated material 
all at one and the same time to increase its area 
and conform it to the shape of the object, and 
securing the stretch-shaped material while it is 
still elastic about the object all at one and the 
same time to form the complete wrapper. 

H9. A method of wrapping an object in a tem 
porary protective film to form an openable pack 
age, including the steps of heating all at one and 
the same time a sufficient quantity of a rubber hy 
drochloride sheet material to make up a complete 
wrapper which will entirely enclose the object, 
stretching the heated material all at one and the 
same time to increase its area and conform it to 
the shape of the object, and securing the stretch 
shaped material while it is still elastic about the 
object all at one and the same time to form the 
complete wrapper. 

FRED B. PFEIFFER. 
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