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[57] ABSTRACT

The invention is concerned with the manufacture ofa
plastics carrier bag including a handle loop having the
ends attached to an anchor element which is trapped
between two layers of material adjacent the bag
mouth. In the invention handle loop assemblies are
drawn into a machine which continuously manufac-
tures the bags and traps the anchor elements.

3 Claims, 4 Drawing Figures
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1
MANUFACTURE OF CARRIER BAGS

This invention relates to the attachment of handle
loops to carrier bags and more particularly to the man-
ufacture of carrier bags in accordance with the co-
pending Pat. Application Ser. No. 139,584 of even date
to C.H. Ferguson.

The said co-pending Patent Application provxdes a
carrier bag including a handle loop having the ends
thereof attached to a common anchor element which
is trapped between two layers of material adjacent the
mouth of the bag.

The present invention provides a method and a ma-
chine for manufacturing a carrier bag of this kind. In
accordance with the present invention handle loop as-
semblies each comprising an anchor element and a
loop are drawn from a supply into a machine which
continuously manufactures the bags and traps the an-
chor elements.

The invention will now be described by way of exam-
ple, and with reference to the accompanying schematic
drawings:

FIG. 1 is a side schematic view illustrating a method
and machine in accordance with the invention;

FIG. 2 is an exploded detail on an enlarged scale of
part of the machine shown in FIG. 1;

FIG. 3 is a fragmentary view illustrating the feeding
of handle loops to the machine; and

FIG. 4 is a perspective view of a bag manufactured
by the method of the invention.

The machine shown in the drawings comprises two
similar devices generally indicated at 1a (an upper de-
vice) and 1b (a lower device), each being adapted to
store a continuous length of handle assemblies 10a and
10» in accordance with U.S. Pat. No. 3,335,941 as-
signed to Coloroll Limited. Each handle assembly 10a,
10b as can well be seen in FIGS. 2 and 3 comprises a
thermoplastic loop 16 having the ends thereof sand-
wiched between two rectangular pieces of paper 13
having their meeting surfaces coated with a thermo-
plastic compatible with that from which the loop is
formed. The assemblies are joined end-on to form a
continuous length. Each storage device 1a, 1b
comprises vertically spaced roller sets 3a, 3b and 4a,
4b. The continuous length of handle assemblies is
threaded between the sets of each assembly, and at
least one set of rollers in each assembly is mounted for
movement in the vertical plane to allow for the inter-
mittent operation of the machine.

Upper and lower pairs of draw rollers 5a, 5b for the
handle assemblies are driven by a suitable drive mecha-
nism (not shown). Photoelectric means are provided to
interrupt this drive in response to a signal, triggered for
example by an element or marking on the material
forming the bag. A guillotine 7a, 7b for cutting the han-
dle assemblies from the continuous length is provided
in front of the rollers Sa, $b.

The machine also has front drive rollers (not shown)
to draw a longitudinally folded thermoplastic, for ex-
ample, polythene wide strip or film 6 through the ma-
chine forwardly in the direction of the arrow (a). The
upper ply of the fold is designated 6a and the lower 6b.
Upper and lower rollers 84 and 8b carry thermoplastic,
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for example polythene, narrow strips 9a and 9b for 6

trapping the handle assemblies in position. The films 9a
and 9b are drawn in the direction of the arrow (a) by
the front drive rollers which can be halted in response

2

to photoelectric means triggered by a signal printed on
the bag forming strip 6.
Upper and lower tack welding electrodes 11a and
115 in front of the guillotines 7a and 7b locate each
handle assembly 10a, 16b between the film 6a, 66 and
the strip 9a, 9b, main welding electrodes 12 completes
the fixing of the handle assembly while electrodes 3,
one pair of which is shown, form the sides of the bag
and simultaneously cut the bag from the continuous
length. The main electrodes act against a platen dia-
grammatically indicated at 14 interposed between the
plies 6a and 6& of the folded strip.
In operation of the machine the folded-over plastics
film 6 and the fixing strips 9a and 9b are drawn from
the front of the machine, the handle assemblies 10a and
1056 being drawn forwardly by the rollers 54, 5b. In re-
sponse to the photoelectric means referred to previ-
ously the strips 9a and 9b are halted. The handle assem-
blies are then correctly positioned between the strips
9a, 9b and the plies 6a and 6b. The guillotines operate
to sever the handle assemblies from the continuous
length. The main drive of the machine is also halted,
the tack weld is performed for one bag, the main han-
dle welds on the next bag and side welds and cutting on
the successive bag. The drive then resumes until the
next signal on the film halts it and the sequence is then
repeated.
A finished bag in accordance with our said copending
application and manufactured according to the present
invention is shown in FIG. 4. The strip 9b has been bro-
ken away to show the construction. The fold of the strip
6 provides the bag front and rear walls 6a and 6b, and
the welds 15 formed by the electrodes 3 provide the
bag sides. The strips 9a and 9b extend across the outer
surface of the upper part of each wall of the bag trap-
ping the handle assemblies 10z and 106 inside a pocket
closed by welds.
I claim:
1. A method of manufacturing plastics bags compris-
ing the steps of:
advancing in the longitudinal direction a relatively
wide longitudinally folded strip of thermoplastic
material, the plies of the strip on either side of the
fold defining the front and rear walls of the bag;

advancing in the same direction, adjacent the mar-
ginal part of at least one of the plies, a relatively
narrow strip of thermoplastic material; advancing
in the same direction handle loops, each loop hav-
ing the ends thereof attached to a common anchor
element, and inserting the handle loops between
the adjacent ply and the narrow strip in an orienta-
tion such that the loop extends from the margmal
part of the bag wall;

welding the strip and the adjacent ply together to trap

the anchor element; and welding the plies together
along lines at right angles to the fold to complete
the bag.

2. The method of claim 1 further comprising the
steps of:

advancing the handle loops in a continuous length;

correctly positioning the leading handle loop of the

length of the ply;

severing the leading handie loop from the length;

and feeding the narrow strip over the severed handle

loop prior to welding the strip and the ply together.

3. The method of claim 2 including the step of tack
welding the handle loop to the adjacent ply prior to

welding of the ply and the narrow strip.
% * * * *



