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Our invention relates to improvements in bags
and with particular reference to ¢loth bags pro-
duced from bias material and to the method of
producing such bags.

The present application is a continuation in
part of our application Serial No. 573,364 filed
January 18, 1945 and now Patent No. 2,445,883
issued July 27, 1948.

Ordinarily cloth bags have the threads of the
material running parallel to the sides and ends
of the containers and in so constructing the lat-
ter only @ very small proportion of the tensile
strength of the material is utilized. It has been
found that by using the material particularly on
the bias in the construction of bags, both the
warp and weft threads of the materials take up
and divide the sfrains ordinarily placed upon
either one or the other of the threads.

With the foregoing in mind it is the purpose of
the present invention fo provide an efficient

means of producing g bag from bias material,-

which will be a stronger and a befter container
than any now being manufactured, and which
with only slight changes in the pattern is readily
adapiable to any size and shape of contents to be
enclosed.

We accomplish the object of this invention by
means of the several steps used in the construe-
tion of a bias bag and to the special elements
of the latter as described in the specification, set
forth in the claims and illustratively exemplified
in the accompanying drawings, in which

Figure 1 is an elevational view of a blank or
pattern of material cut on the bias;

_Figure 2 is a view showing an intermediate step
in producing the bag of Fig. 3 from the blank of
Figure 1.

Figure 3 is an elevational view of a bias bag
which has been made up from the blank of Fig-
ure 1, the bag being open at one end;

Figure 4 is an elevational view of a bias bag
made from the blank of Figure 1 showing the ar-
rangement whereby one side is open;

Figure 5 is an elevational view of a bias tubing
cubt on the bias and folded along a verfical line
and open at opposite ends;

Figure 6 is an elevational view of & bias tubing
cut on the bias modified to the extent that one
end is cut straight;

Figure 7 is an elevational view of a strip of bias
material which is made up of several bias blanks
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2
cut on the bias, each thereof being seamed to an
adjacent blank;

Figure 8 is an elevational view of a bias bag
cut on the bias having straight end portions;

Pigure 9 is an elevational view of the strip of
bias material showing the manner of marking the
pattern in bias position on the material and
which is then cut up into several portions, the
mid portions thereof being used to form the bag
of Figure 8 or the bias points may be removed
from the end portions to make a bag blank simi-.
lar to the mid portions;

Figure 10 is an elevational view of a plurality
of the blanks similar to the one shown in Figure
1, placed end to end and seamed together to.
form bias bagging material;

Figure 11 is an elevational view of a bag, which
is formed of a diamond shaped bias cut length of
material, folded transversely and seamed longi-
tudinally along opposite side edges;

Figure 12 is an elevational view of the bag
shown in Figure 11, with the triangular tips or
tail portions removed;

Figure 13 is an elevational view of the bag
shown in Pigure 11, the tail sections being re-
moved and both ends being open with the side
edges seamed longitudinally $o form an open tuh-
ing which may be sealed as desired; )

Figure 14 is an elevational view of the bag of
Figure 13 with the addition of a seam along one
end.

“Pigure 15 is an elevational view of a bag of bias
cub material in which the opposite ends of a mid
portion blank of the material of Figure 9 are
seamed together and the two layers are seamed
together along one side edge;

Figure 16 is an elevational view of a bag made
of the blank of Figure 1, having the tail ends
brought together and seamed and being seamed
along one side edge;

Figure 17 is an elevational view of a bagging
made by superposing two blanks of Figure 1 upon
each other and seaming their superposed lon-
gitudinal side edges;

Figure 18 is an elevational view of an irregular
shaped bag formed of bias cut material folded
upon itself and provided with a seaming line of
the outline of a stocking or similar article.

Referring to the drawings and particularly Fig- .
ure 1, 10 denotes a blank or pattern in the shape
of a thomboid having the weft threads of the ma-
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terial running at an angle to the parallel side
edges D, D’ of the rhomboid and the warp threads
of the material running parallel to the angularly
disposed opposite ends of the rhomboid. In Fig-
ure 1 the warp or longitudinal threads are desig-
nated by the numeral 25, and the weft or trans-
verse threads by the numeral 256. The opposite
vertices of the acute angles of the rhomboidally
shaped blank I8 are designated A and A’ respec~
tively and the vertices of the obtuse angles are
designated respectively B and B’. The mid por-
tion of the side A, B is designated C and the mid
portion of the side A’, B’ is designated C’. The
sides A, B’ and B, A’ of the blank are designated
respectively D and D’.

To form the bag of Figure 3 from the blank of
Figure 1, the point A’ is brought to point B’ and
the juxtaposed sides A’, C’ and C’, B’ are seamed
together by a row of stitching 11, or by any other
suitable means, as shown in Figure 2. Thereafter
the material is folded longitudinally along a line
between C and C’ to aline side D’ with side D and
a row of stitching 12 is run along the juxtaposed
sides D’ D to the bottom of the bag. The bag is
then turned inside out to form the finished prod-
uct shown in Figure 3. These operations will pro-
duce a bag from pre-cut bias material having a
straight bottom or closed end. After the contents
are placed in the bag, the point A is brought over

to meet B and line of stitching is run along the 3

edge —B, C— and another line of stitching is
provided along the folded edge —A, B.

Figure 4 is a bag constructed by closing both
ends of blank 10 by stitching 123 after assembling
the bag by folding the blank 9 longitudinally
along the line C—C’ and folding over the end
portions.

Figure 5 is a tubing made from blank 10 and
obtained by folding the blank longitudinally to
bring sides D and D’ together for a closure and
by leaving both ends open the contents may pro-
trude from opposite ends while the mid portion
is securely encased. Point A may be folded over
along C and seamed thersafter along CB and AB,
and similarly by folding point A’ along C’, clo=-
sures may be made along A’C’ and A'B’.

The bag of Figure 6 is constructed by bringing
the sides D and D’ together, running a row of
stitching 15 along the edges and removing the
triangular end AB. The patterns may be cub as
shown in Figure 9, whereby there will be g tri-
angular portion at only one end of the blank or
no triangular ends at all. The mid blanks {6 of
such an arrangement may be folded longitudi-
nally and the ends and sides seamed together to
form a rectangular container, as illustrated in
Figure 8.

The structure of Figure 7 consists of a plu-
rality of blanks 18’ arranged laterally and
seamed or otherwise attached together to form a
large pattern for large bags.

Figure 10 illustrates a plurality of blanks (0=
seamed together end to end, as at 17, to form a
tubular container of any length by folding the
strip longitudinally thereof and stitching or
seaming the juxtaposed side edges together: a
single blank {2 may be folded longitudinally upon
itself to make a similar bag.

Figs. 11 to 17 are modifications of Figures 1
to 10,

Fig. 11 is a elevational view of a bag which is
formed by folding a parallelogram shaped kiank
of bias material upon itself and seaming it ver-
tically along its parallel side edges.

Fig. 12 is an elevational view of a blank of bias
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material similar to Fig. 11, with the angular ends
or tips removed, and thereafter processed in g
manner similarly described for Fig. 11,

Fig. 13 is an elevational view of a tube of bias
material using superposed blanks, similar in
shape to the blanks shown in Fig, 9 and having
their adjacent longitudinal side edges seamed to
form an open tubing.

Fig. 14 is an elevational view of the tubing of
Fig. 13, seamed at one end to form a bias bag.

Fig. 15 is an elevational view of a blank of bias
material without agngular ends similar to the
mid section blanks of Fig. 9 and which is folded
upon itself and seamed along the meeting ad-
jacent edges to close them and form a bag.

Fig. 16 is an elevational view of a bag made
from the bias material blank of Fig. 1, having
the angular ends brought together in adjacent

_ diagonal position and seamed, and thereafter
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seaming one of the opposite open sides along its
adjacent meeting edges to close it and form a bag.

Fig. 17 is an elevational view of a bagging made
by superposing two blanks of Fig. 1 upon each
other and seaming their meeting longitudinal
side edges together.

With reference to Figure 18, the bias cut blank
0P is folded longitudinally upon itself and either
the line of stitching {8 following the irregular
line is applied before the cutting operation is
performed or after, as desired. In the present
instance we have shown the stitching 18 and cut
line of the blank (0P as being the profile of the
back of a stocking or similar article.

In our Patent No. 2,445,883, the bias section or
bag blank is described as keing folded upon itself
longitudinally, and seamed longitudinally. It is
now further enlarged upon as exemplified in
Figures 1 to 9 and 11 to 16. 'The seaming may
he of any type, adhesion, heat sealing, electronic
seaming or welding, sewing of any type, such as
merrow, overedge or zigzag seaming.

It is to be understood that changes and im-
provements may be made in the procedure herein
described and illustrated, the modifications are
interchangeable, and it is to be understood that
such changes may be made without departing
from the scope and spirit of the appended claims
in order to accomplish the desired result.

Having described our invention and the
manner in which the same is constructed what
ve claim and desire to cover by Letters Patent is:

1. The method of manufacturing a bias bag,
comprising the steps of cutting unbiased material
diagenally to obtain a blank of cut bias material
with parallel sides and angular ends, folding
cne angular end upon itself and stitching it to
form an angular pocket, subsequently folding the
bias blank along a vertical line to bring the
parailel sides of the bias blank in adjacent posi-
tion to each other and to cause the angular
shaped pocket to become substantially straight,
and stitching the aforesaid adjacent sides to-
gether to form a longitudinal closure.

2. A bias bag comprising a parallelogram of
pre-cut bias material having parallel longitudinal
sides and angular ends, with the longitudinal sides
felded to bring the sides together along one side
and seamed, one of the angular ends bheing folded
upon itself and seamed to the adjacent edges of
the folded sides.

JULIUS KATZ,
FRANK P. MAJCROS.
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