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Patented June 2, 1942 2,285,228 

UNITED STATES PATENT OFFICE 
Rigb) Of ANED APPARATUS FOR 

RAKRG BAGs 
Adolph Potievin, Garden City, N.Y., assignor to 

Pottevin Machirae Company, Brooklyn, N.Y., a 
corporational of New fox 
Application July 31, 1940, Serial No. 348,664 

(CI. 164-84.5) Cairns. 
This invention relates to improve inents in bag 

making, both in method and apparatus. 
More specifically my invention relates to in 

proved methods and apparatus for making bags 
Such as shown and described in Snyder Patent 
1,265,270 of May 7, 1918, wherein the bag is 
identical with that of Poppe Patent 1952,891 
of March 27, i934; a further object of my inven 
tion being the production of this bag on naa 
chines of the general type disclosed by Potdevin 
Patents 1,941,272, dated December 26, 1933, and 
2,087,704, dated July 20, 1937. 

fore specifically any invention relates to the 
perforating of the material in the Web, tubing 
and Separating the tubing into bag lengths. 
After the tubing is divided into bag lengths, 

the latter may be pasted, folded and completed 
, a.S. Set out, for example, in the Snyder patent, 
above referred to, page 2, column i, beginning 
line 20. 

In the accompanying drawings wherein have 
illustrated an embodiment of my invention: 

Fig. 1 is a somewhat diagrammatic view of a 
Enachine suitable for the practice of the inven 
tion; 

Fig. 2 is an elevational view of the perforates. 
ing nechanism; 

Fig. 3 is a yiew in perspective of the perforat 
ing rol; and 

Fig. 4 is an isometric view of the mechanism 
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for dividing or separating the perforated tubing . 
into bag lengths. 

Referring to the drawings in detail: 2 desig 
nates a supply roll from which the Web of nate 
rial is is continuously drawn in practicing my in 
vention. 
The Web passes from the Supply roll 2, about 

guide roll 6 over support and feed roller 8, be 
tween friction feed roller 3 and frictionally 
driven platen roller , and between the platen 
roller 8 and perforating roller 2 to guide roll 
3, around the roller 6 to the tube forming shoe 
8 and to the main feed or forwarding rolls 2 
and 22. r 

The roll 8, already referred to, and roll 24 of 
the perforating mechanism are driven at the 
same surface speed as the main feed or forward 
ing rolls 20 and 22 and feed rolls 38 and 49. 
The platen roll of the perforating mecha 

nism is rubber covered and is frictionally driven 
by its contact with the rolls 8 and 24. 
The perforating roll 2 is provided with a 

perforating or weakening knife 26 which may 
be of any desired shape, depending upon the bag 
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that this roll will be of the proper diameter to 
correspond with the desired tube length, the 
perforating knife perforating the web at bag 
length intervals. w 

The nest of rollers 8, 9 and 24 is adjustable 
as a unit toward and away from the perforat 
ing roller 2 to get the correct setting for proper 
perforating and to accommodate perforators of 
different diameters. This adjustable feature also 
Compensates for changed diameters of the rub 
ber-covered platen roller 6. 
The roller fo is independently adjustable with 

respect to the rollers 8 and 2.É. 
It Will be seen from an inspection of Fig. 2 that 

the nest of rollers 8, 6 and 25 is carried in an 
adjustable mount 28, and by loosening the wheel 
30 and adjusting the rod 32 the roller nest may 
be adjusted as a unit toward or away from the 
perforating roller 2. The rubber-faced rollier 
is adjustable independently relative to the roilers 
3 and 24 and with respect to perforating roller 2 
through the adjusting rod 34. 
A throw-off 36 is provided for the roll 8 to 

Separate it from the roller to provide for 
threading the machine. 
The roller (), as above mentioned, is friction 

driven, and may be of any desired diameter. For 
purposes of economy prefer to make it rather 
SEmall and inasmuch as this roller is subject to 
Wear from the perforating knife, it will be evident 
that unless some provision is made to avoid it, 
replacement of the roller so would be frequent. 
By my construction this necessity is avoided. 
The roller is frictionally driven from the rollers 
8. and 24, either one or both, so that it auto 
natically adjusts itself to the surface speed of 
these rollers, these rollers, the rollers 8 and 23, 
backing the roller 9 to resist the pressure of the 
perforating knife 26. Due to this construction, 
therefore, the roller le may be resurfaced by 
turning, grinding or otherwise, any number of 
times without renewing it. . 
As above mentioned, the web after being per 

forated is fed to the tubing shoe 8: and to the 
forwarding rollers 2 and 22. 
The tubing is fed by the forwarding rollers to 

separating mechanism which separates the tub 
ing at the perforations or Weakened areas into 
bag lengths. Warious mechanisms have been 
Suggested to separate bag tubing into bag lengths. 
The most common practice is to accelerate the 
tubing at some point between the forwarding 
rollers and the bottoming mechanism. However, 
as each bag machine is designed to make bags 

to be made, and it will be understood, of course, 55 of many lengths, the surface speed of the feed 
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roliers which fortgaged the tubing and the SE 
face speed of the accelerating device vary with 
each bag length. For instance, in those nachines 
where a bar traveling is a fixed orioit suddenly 

2,233s,333 
with the roles'63 and 33.3 tie 030E 8087; 
ing. age gone:flagsteotif aid acre a graight 
iise extending aort 3Gyeega he existing rol 
cers 28, 22 to Between the ort:7&gag scies 38 

comes in eagagement, wi& the advancing tube 5 and 38. Congesteratiy as the labiagesteads fora 
ing, a greater os ess forward pa is exerted SCE 
the tubing. Wiegatine tag tusicias reaches. the 
upper or long ini, og Sae Kaachine the acceless 
atting or forward move negat becomes wery stal 
in comparison with the use speed inpatted 
by the forwarding roig, and if the tubing is of 
strong texture separatio2 any not occur at all. 
On the other hand, whea the ghort or over liait 
of the machine is approached separation of the 
materia is often apogery effected in a that rise 
ture of the maters: asy eccux &saceat the Sca 
celerating device 3; he Easterial being Operated 
upoja is of delicae teSisse. 

is trouble is ovexcoche With Ray Sarrangement 
wherein no attexp. is nadie to scCelerate the 
tubing, but wherein a press Ere is exerted on the 
tubing at opposite faces of the sarae at each side 
of the weakened line and in opposed directions. 
As will be seen from the description which foll 
lows, this provides that the same effort is ape 
plied to the tubing to separate the same at the 
perforations throughout the Whole bag iength 
range for which the machine is designed. 

Referring to Figs. and 4 of the drawirags, it 
is to be noted that the feed rollers 20 and 22 &ti 
vance the tubing, which has been perforated at 
bag length intervais while in the web, and feed 
rollers 38 and 56 periodically contact the 8divan.ca 
ing tubing and forward it in bag lengths to the 
bottorning anechanism 82. The surface speed of 
these feed rollers is the same as the surface 
speed of the forwarding rollers 26 and 22. 

Intermediate these two pairs or sets of roilers 
is the separating anechanisrin for separating the 
tubing at the perforations or Weakened line 
therein, thereby to separate the tubing into bag 
lengths. This rechanism comprises a pair of 
rollers 33 and 36 carrying separating bars 33 
and 5 extending transversey of the bag tubing. 
These rollers are geared together by gears 52 and 
53 and rotate at One revolution per tube length. 
The shaft for the roller 33 carries another gear 56 
meshing with gear 53 on the shaft 66 carrying 
carns 32 for raising and lowering of the roller 38 
once for each bag length. As above pointed out, 
the surface speed of the feed rollers 26 &nd 22 
is the same as the surface speed of the feed roll 
ars 38 and 36. 

It is believed that the operation of the Enachine 
will now be understood. As the web is passes through the perforating 
mechanisrin it is perforated or weakened at bag 
length intervals while in the Web. The per 
forated web then advances through the tubing 
mechanism, forwarding rollers 2 and 22, through 
the separating mechanism and forwarding roll 
ers 33 and 66, the latter gripping the leading end 
of the tubing just before the separating mecha 
inism goes into action. After separation the bag 
lengths are advanced to the bottoming mecha- 6 
nism $2 by the rollers, 38 and 46. As above point 
ed out, the rollers 46 and 66 carrying the sepa 
rating bars 88 and 56 are rotating in opposite di 
rections and at the same speed, and the web 
to be separated is advanced between tiese roll- 0 
ers by the forwarding rollers 26, 22 and 38, ée 
which have the same surface speed, so that the 
bar 68 will engage, the tubing at its upper face 
and at the same tigne the bar 5 will engage 
the tubing at its lower face. The bars 48 and 50 

50 

the forwarding roles 23 and 22 to Sorwarding 
resses 33 axed 33 a goggayard Eessage Yst be 
esserted theseos by the bar 43 gtailtaneously 
with angware pressage exerted toy as 58 there 

0 7 to ge&rake the Loizag & Eng the Ege of see 
gorsogg. Egg (33 agai 33 are gaitstyle with 
respect to the ocess 36 and 33 ERYad Eay the set 
to stage; the laterial essag 222. Casas 32 are 
Erned so that role; 38 eleases the tag length 

5 as cottornag losioz (33 &2<es hold of it. 
will be quite appare at that this provides for 

separatica as tee bigg Writoa, clay acceleration 
of the tibing and without Ecstacing & sack in 
the 2ng. As & cogee (3 &A able to run 

20 he gracialize origin the grie Sagge of agg 
enging for watch it is desigiae, with the assur 
ance that she separatigg og22%; Yili 2 the 
essage for 33 engths frog, E33xiiga to Erians 
antasia, so tax, separatora Wii Stely he effected 

25 at le perforations of Greakered posio of the 
gogg regardless of the extage of tie insterial 

of the aiig. 
it as a se 2nderstood that giganges may be 

grade in the details of constressi 6A and arrange 
39 Enent of parts ereinaicove deggs&ed without de 

parting frors the spirit and scope of Any inven 
to . . 
What it clai is: 
i. s.a. the gap&2&ting of tag using into bsg 

35 lengths, the Yethod which coSprises imposing 
doy/Awari pressure apoa one face of the tubing 
at one side of a weakened line in the tubing and 
simultaneously is posing an Apweird pressure 
go the other face of the taping at the other 

40 side of the weakened line wine the tuiting is 
Raoying forward to separate the tubing along said 
Weakened i.e. 

2. In the aeparating of bag libing into bag 
engths, the method witch cornprises aposing 

45 pressures simultaneously in opposite directions 
upon the tyo faces of the tubing at esch side of 
a weakened line herein while the sing is 8d 
'vancing to separate the ting along the weak 
ened line. 3. The nethod of separating raterial along a 
Weakened ise herein, which method cost aprises 
imposing pressure upon one face of the naterial 
while the rateria is being forwardied at One side 
of the Weakened line while is aposing pressure in 

55 the opposite direction upoa the opposite face of 
the materia at the opposite side of the Weakened 
Eine and without changing the rate of forwarding. 

4. The method of separating Ematerial along a 
Weakened line therein, which Gaethcd comprises 

60 imposing pressure in opposite directions to the 
opposed faces of a taut length of the material 
and to each side of the weakened line to separate 
the same at a weakened line while the material 
is being advanced. 

5. The method of separating material along a 
Weakened line therein, which Enethod comprises 
imposing pressure at each side of the weakened 
line and in opposite directions to the two faces 
of the material is being forwarded by forward 
ing rollers which clamp the material while the 
material at either side of the zone of application 
of the pressure. 1-r 

6. The method of separating material along a 
weakened line therein, which method comprises 
inposing pressure in opposite directions to the 

  



2,285,228 
two faces of the material in advance and beyond 
the weakened line while the material is being for 
warded and while the material at either side of 
the zone of application of the pressure is 
clamped. 

7. The method of separating bag tubing into 
bag lengths along a weakened line in the tubing, 
which method comprises advancing the tubing 
under tension through two pairs of forwarding 
rollers rotating at the same surface Speed, and 
then imposing pressure upon the two faces of the 
tubing in opposed directions to separate the same 
between the two pairs of forwarding rollers. 

8. The method of separating bag tubing into 
bag lengths along a weakened line in the tubing, 
which method comprises advancing the tubing 
under tension through two pairs of forwarding 
rollers rotating at the same surface Speed and 
then imposing pressure upon the two faces of the 
tubing in opposed directions and simultancously 
at each side of the weakened line with the weak 
ened line intermediate the two pairs of forward 
ing rollers, thereby to effect separation of the 
tubing along the weakened line. 

9. The method of separating bag tubing into 
bag lengths at a weakened line in the tubing, 
which method comprises advancing the tubing at 
a constant speed by passing the tubing through 
two pairs of forwarding rollers rotating at the 
same surface speed, the material being under 
tension, and when the ... eakened line in the tub 
ing advances to a point intermediate the two 
pairs of forwarding rollers rotating a separating 
bar into contact with opposite faces of the tubing 
simultaneously so that pressure is imposed upon 
the tubing in opposed directions substantially 
normal to the path of the tubing thereby to sepa 
rate the tubing along the weakened line. 

10. The method of separating bag tubing into 
bag lengths at a weakened line in the tubing, 
which method comprises advancing the tubing at 
a constant speed and with the tubing continuing 
its advance at this constant speed imposing 
rupturing tension upon the tubing near the 
weakened line thereby to effect the desired divi 
SO. 

11. In a bag making machine, mechanism for 
dividing bag tubing into bag lengths along a 
weakened line in the tubing, the combination of 
two pairs of forwarding rolls rotating at the 
same surface speed for advancing the bag tub 
ing, and separating mechanism intermediate the 
forwarding rolls comprising a roller rotating ad 
jacent each face of the tubing, said rollers ro 
tating in opposite directions and a separating bar 
carried by each roller and adapted to engage the 
opposed faces of the tubing, said rollers being so 
timed with respect to the moving tubing that the 
separating bars will engage the tubing simul 

O 

15 

20 

25 

30 

40 

50 

55 

3. 
taneously, one bar engaging one face of the tub 
ing, the other bar engaging the opposite face of 
the tubing at or near the weakened line. 

12. In a bag making machine, mechanism for 
separating bag material into bag lengths along 
a weakened line in the material, the combination 
of two pairs of forwarding rollers rotating at the 
same surface speed for effecting the continuous 
advance of the bag material at a constant speed, 
separating mechanism intermediate the said for 
warding rollers, said separating mechanism com 
prising a pair of rollers, each provided on its 
periphery with a separating bar disposed trans 
versely of the advancing bag material, one roller 
lying adjacent one face of the bag material, the 
other roller lying adjacent the other face of the 
material, said bars extending into the path of 
the bag material, and being so disposed relatively 
that the bars will engage the opposite faces of 
the bag material simultaneously, one bar engag 
ing one face of the material, the other bar en 
gaging the opposite face of the material in the 
region of the weakened line. 

13. In a bag making machine, means for per 
forating the bag material, comprising in combi 
nation a perforating roller, a platen roller coop 
erating therewith and a driven roller for fric 
tionally driving the platen roller. 

i4. In a bag making machine, means for per 
forating the bag material, comprising in combi 
nation a perforating roller, a platen roller coop 
erating therewith and a pair of driven rollers en 
gaging the periphery of the platen roller for fric 
tionally driving the same. 

15. In a bag making machine, means for weak 
ening the bag material at bag length intervals, 
comprising in combination a weakening roller, 
a platen roller cooperating therewith and adjust 
able relatively thereto, and a driven roller for 
frictionally driving the platen roller. 

16. In a bag making machine, means for weak 
ening the bag material at bag length intervals, 
comprising in combination a weakening roller, a 
cooperating platen roller, a roller frictionally en 
gaging the platen roller for driving the same, 
and a throw-off for said driving roller permitting 
separation of the platen and driving rollers to 
facilitate threading of the machine. 

17. In a bag making machine, means for weak 
ening the bag material at bag length intervals, 
comprising in combination a weakening roller, a 
platen roller cooperating therewith, a roller en 
gaging the platen roller frictionally to drive the 
Sane, a Common mount for the two last men 
tioned rollers, and means for adjusting said 
mount to vary the setting of the platen roller 
With respect to the weakening roller without in 
terrupting the friction drive for the platen roller. 

ADOLPH POTDEVIN. 



CERTIFICATE OF CORRECTION. 
Patent No. 2,285,228. June 2, 1942. 

ADOLPH PODEWIN. 

It is hereby certified that error appears in the printed specification 
of the above numbered patent requiring correction as follows: Page 2, sec 
ond column, lines 70 and 71, claim 5, strike out the words "while the ma 
terial" and insert the same before "is" in line 69, same claim, and that 
the said Letters Patent should be read with this correction therein that 
the same may conform to the record of the case in the Patent Office 

Signed and sealed this lyth day of July, A. D. 1942. 

Henry Wan Arsdale, 
(Seal) Acting Commissioner of Patents. 


