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This invention relates to a method and appa 
ratus for assembling boxes and more particul 
larly to an improved method and apparatus for 
folding, gluing and assembling paperboard boxes 
of the collapsible type whereby such boxes may 
be manufactured and assembled automatically 
at a high production rate at a relatively low cost. 

in accordance with this invention, an improved 
method of assembling boxes of the collapsible 
type is provided comprising a series of assembling 
steps which can be automatically performed in 
rapid Succession. So as to produce a highly Service 
able box adapted to be shipped to the user in col 
lapsed form and thereafter erected by the user 
as needed. 
My improved method and apparatUS is par 

ticularly adapted to the assembling of a highly 
Serviceable nerchandising box or carton which 
may be made from a single blank of paperboard 
material so cut and scored that two collapsible 
boxes may be formed therefron Sinalltaneously, 
and With the speed of production heretofore re 
quired in assembling a single collapsed box. The 
collapsed boxes a SSembled in accordance With this 
invention can be shipped and stored in flat, con 
pletely collapsed condition so that large num 
bers of Collapsed bOXes may be contained in a 
limited space and when thus collapsed are not 
Subjected to damage and breakage during ship 
ment and storage. These collapsed boxes can be 
quickly erected and expanded from collapsed 
form to merchandise-containing, expanded posi 
tion quickly and expeditiously by the user as 
needed, the box having means associated there 
With to maintain the botton and the side wall 
panels in rigid, fiat wall-forming position, and 
which has rigidity, strength, stiffness and serv 
iceability when the merchandise is packed 
therein fully comparable to the set-up box. 
Two boxes are assembled from a flat box-form 

ing blank having the two box-forming sections 
thereof connected together by a line of perfora 
tion. Which may be easily Severed by the user 
after each Section has been assembled into a col 
lapsed bOX. The method comprehends a folding 
operation in which the blank is folded along two 

50 

SS 

parallel-extending bottom collapsing Score lines, 
which folding operation may be automatically 
performed as the blank is moved along a COIl 
tinuous conveyor. Adhesive is then applied in 
strip form. to the end wall-forming Sections of 
the blank, the adhesive being advantageously ap 
plied by means of glue-applying devices which 
apply a strip of adhesive to each side edge of the 

(C. 93-49) 
blank as the blank continuously progresses there 
under. The end wall Sections are then folded 
Over into adhesive contact with end wall-securing 
flaps which folding operation may be accom 
plished by turning-in devices provided on the 5 
aSSembly machine. The assembled blank is 
ejected from the machine presenting two fully 
assembled collapsed boxes connected only by a 
Severable line of perforation. Two collapsed 
bOXes can thus be assembled from a single blank, 10 
requiring only three operations, all of which can 
be performed automatically as the blank pro 
greSSes continuously through the machine. The 
machine is relatively simple in construction, sub 
Stantially fool-proof in operation, requires little 15 
personal Supervision when once placed in oper 
ation, and the successive assembly steps may be 
performed in Synchronized relationship in rapid 
Succession. The prepared box blanks are fed into 
the apparatus adjacent one end thereof and the 20 
finished collapsed boxes are ejected at the other 
end thereof, Completely and fully assembled in 
collapsed form ready for shipment to the user. 
An object of this invention is to provide an 

improved method of assembling paperboard 25 
boxes which permits of high speed, economical 
production. 
Another object of this invention is to provide 

an improved method of assembling collapsible, 
boxes from a prepared body blank wherein a plu 
rality of boxes may be simultaneously formed and 
assembled in a Series of steps Which can be eco 
nomically and Speedily performed by automatic 
machinery. 
Another object of this invention is to provide 

an improved apparatus for assembling two col 
lapsible boxes at a time. 
Another object of this invention is to proVide 

an improved apparatus adapted to feed, fold, glue 40 
and assemble a prepared relatively Stiff body 
blank at a production rate Substantially greater 
than heretofore obtainable. 
Warious other features and advantages of the 

invention will be apparent from the following 4 
particular description and from an inspection of 
the accompanying drawingS. 
Although the novel features which are be 

lieved to be characteristic of this invention will 50 
be particularly pointed out in the claims ap 
pended hereto, the invention itself, as to itS Ob 
jects and advantages, and the manner in Which 
it may be carried out, may be better understood 
by referring to the following description taken is 
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2 
in connection with the accompanying drawings 
forming a part thereof, in which: 

Fig. 1 is a top plan View Of the b0X-aSSen bling 
apparatuS which assembles the box blank to form 
two complete collapsed boxes simultaneously dur 
ing a Siragle passage of the blank through the 
apparatus, the Severably connected collapsed 
boxes being ejected from the machine ready for 
shipment to the user; 

Fig. 2 is a transverse cross-sectional view 
through the apparatus, this view being taken 
along line 2-2 of Fig. 1; 

Fig. 3 is a longitudinal cross-sectional view 
through the apparatus, this view being taken 
along line 3-3 of Fig. 1; 

Fig. 4 is another longitudinal cross-sectional 
view through the apparatus, this view being taken 
along line 4-4 of Fig. 1; 

Fig. 5 is a perspective View of the prepared 
blank ShoWn positioned on the blank advancing 
conveyor at the receiving end of the box-as 
sembling apparatus; 

Fig. 6 is a perspective view of the blank as 
it appears When moving into contact With turn 
ing-in devices of the apparatus, a turning-in de 
Vice being shown in the process of foiding one 
wing portion of the blank over a body portion 
thereof; 

Fig. 7 is a perspective view of the blank at a fur 
ther stage in the assembling operation in which 
a turning-in device operates to fold the opposite 
wing portion of the blank over the body portion 
and the Wing polition first inifolded; 

Fig. 8 is a perspective view of the bank as it 
appears on the conveyor after the wing portions 
of the blank have been infolded; 

Fig. 9 is a perspective view of the blank moving 
into contact with glue-applying devices which 
apply a strip of glue to the end Wall-forming Sec 
tions of the blank: 

Fig. 10 is a perspective View of the blank mov 
ing into contact with further folding devices 
which fold the end Wall sections into adhesive 
contact with the end Wall-Securing flaps; 

Fig. 11 is a perspective view of the fully 
assembled blank which provides two completely 
assembled, collapsed boxes connected together 
by a severable line of perforations ready for pack 
aging and shipment to the USer; 

Fig. 12 is a perspective view of a pair of comple 
mentary box structures as they appear in col 
lapsed position in the process of being Separated; 

Fig. 13 is a perspective view of one of the 
asSembled boxes in the process of erection; 

Fig. 14 is an exterior fragmentary perspective 
view of the box in process of erection, this view 
showing the bottom flap partially collapsed and 
undergoing insertion into the box to overlie the 
inside face of the adjacent end wall panel; 

Fig. 15 is an interior fragmentary perspective 
view of the partly erected box shown in Fig. 14; 

Fig. 16 is a further fragmentary perspective 
View of the fully erected box as it appears when 
looking into the interior thereof; and 

Fig. 17 is a perSpective view of the fully assen 
bled erected box as it appears when merchandise 
has been positioned therein and the box set up 
for display purposes, this view further showing 
in dotted lines the position of the cover section 
When placed in closed position. 

Similar reference characters refer to similar 
parts throughout the several views of the draw 
ings and the Specification. 
In the manufacture of collapsible boxes by the 

method and apparatus comprising this invention, 

2,227,439 
body-forming blanks which may be of the gen 
eral type illustrated in Fig. 5 are first prepared. 
The body-forming blanks may be formed of rela 
tively strong paperboard of the necessary 
Strength and stiffness to properly support and 
retain the merchandise in the box. In order 
that the method and apparatus for forming col 
lapsible boxes comprising this invention may be 
better understood, the general construction of the 
blank and the box forlaed therefrom will be first 
described. 

Blank and boat formed therefrom 
Referring more particularly to Figs. 5 to 11 in 

clusive, each blank may be cut from a large sheet 
Or roll of the selected paperboard material, the 
cutting of the blanks from the sheet or roll into 
proper shape and the Scoring thereof being ad 
Wantageously performed by an automatic cutting 
and Scoring machine. As shown in Fig. 1, each 
blank comprises two half portions a and a' sev 
erably joined together by a perforated tear line 
2, both half portions of which may be manipu 
lated in unison to form two fully assembled col 
lapsed boxes connected together only along the 
Severable tear line 2 . Since the half portion a ' 
is a Substantial duplicate of the half portion a, 
it Will Only be necessary to describe the construc 
tion of the half portion a in detail. 
A side Wall panel is hinged to bottom panel 2 

along the fold line if, and Side wall panel 3 is 
hinged to bottom panel 2 along the opposite fold 
line i2. A cover panel 4 may be provided which 
is hinged along fold line 3 to the top-forming 
edge of the side Wall panel 3. An end wall panel 
5 is hinged to each end of the side wall panel 
along a fold line 5 and an end wall securing tab 
is also hinged to each end of the side wall panel 

3 along the fold line f5. A bottom-forming 
flap 6 is hinged to each end of the bottom panel 
i along the fold line 5. 
In order that the box may be made collapsible, 

a fold line 6 extends longitudinally through the 
bottom panel and bottom flaps 6, the fold line 
f6 extending generally parallel to and spaced 
Substantially midway between the fold lines ff 
and 2. Each botton flap 6 is preferably provided 
With an arcuate shaped exterior edge 26 to facil 
itate insertion thereof into the box interior When 
the box is erected, as will be more fully explained 
hereinafter. Each bottom flap 6 is divided into 
four substantially equal sections 6a, 6b, 6c and 
6d, which are defined between the adjacent fold 
lines 5 and 6 and the radiating fold lines 7 and 
8 which radiate from the point of intersection 

of the fold lines 5 and 6. Thus each of the 
bottom flaps 6 may be partially collapsed to fur 
ther facilitate insertion thereof into the interior 
of the box, as Will be more fully describad herein 
after. 
Each end wall panel 5 is divided into two end 

Sections 5a and 5b by a fold line 9 extending gen 
erally parallel to and equally spaced between the 
adjacent fold line f5 and the outer free edge of 
the end wall panel. Each end wall panel 5 has 
hinged thereto along the fold line 28 a top wall 
turn-in flap 9. The fold line f3 extends across 
the top Wall turn-in flap 9 so as to divide the 
Same into top wall turn-in sections 9a, and 9b. 

Cover panel 4 may be provided with a tuck-in 
flap 8 hinged thereto along the fold line 4 and 
may be further divided into two foldable sec 
tions 4a and 4b by the aligned fold lines 22 spaced 
intermediate and extending generally parallel 
to fold lines 3 and 4. Thus, the cover Section 
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2,227,439 
4 may be used as a display easel when the box 
is set up on the counter, or the merchant's shelf, 
In order to attract attention to the box and its 
Contents, a projecting advertising tab. 23 may be 
provided which is formed by providing a cut line 
24 of the desired configuration which extends 
into cover Section 4a and which joins the ends 
of the inwardly extending fold lines 22. It will 
be appreciated, however, that the closure panel 4 
may be completely eliminated or if desired, an 
other type of convenient closure panel may be 
provided. 
The various panels, sections, tabs and flaps 

above, described in connection with half por 
tion a are duplicated in half portion a ', and the 
equivalent parts ShoWn in half portion a' have 
been given the same designating numerals except 
that each numeral has been primed to avoid con 
fusion. It will be particularly noted that the 
tWO half portions a and a' of the blank have 
their top wall turn-in flaps 9 and 8' severably 
Connected together by a tear or perforated line 
2 which permits simultaneous gluing and assem 
bly of both boxes at the same time and at the 
Same Speed With which one box could be assem 
bled, thus effecting substantial economies in as 
Sembly cost. It Will be further noted that the 
end Walls 5 and 5' extend at each side edge of 
the blank beyond the bottom flap 6 and Securing 
tab 7, which permits the blank to be fed into 
automatic strip gluing devices associated with 
the assembly apparatus whereby the strips of ad 
hesive g may be applied to the end sections 3b 
and 5b' at both ends of the blank simultaneously 
at at a high production rate. In order that the 
intuned top wall sections 9b and 9b receive no 
adhesive, a pair of notched glue-applying rollers 
may be used, synchronized with the advancing 
movement of the blank so that the peripheral 
Surfaces of the glue rollers will fully contact and 
apply adhesive in strip form to the inside face 
of the end sections 5b and 5 b' only and Will not 
apply adhesive to the top Wall turn-in sections 9b 
and 9t). 

It will be further noted that the cover panels 
4 and 4" may be completely eliminated so as to 
provide two duplicate open top box structures. If 
desired, one of the box Structures a can be used 
as the nerchandise container and the other 
Structure d' can be used as a telescoping cover for 
the merchandise container by displacing the fold 
lines 5' slightly out of alignment With the fold 
line 5 a. distance approximately corresponding to 
the thickness of the paperboard. In this event 
the end Wall Sections 5 will be made longer in 
length than the end Wall sections 5 by approxi 
mately two thicknesses of paperboard, fold lines 
9' being correspondingly slightly offset with re 

spect, to the fold lines 9. Likewise, fold lines 
and 2' will be spaced apart approximately 

the thickness of tWO layers Of paperboard greater 
than the distance between the fold lines and 
2. The thus slightly disaligned fold lines can be 
pressed into the blank by suitable adjustment of 
the creasing elements and cutting knives on the 
automatic cutting and scoring machine. Like 
Wise, the glue rollers of the automatic strip glu 
ing devices may have arcuate peripheral Sections 
thereof slightly displaced so as to apply the ad 
hesive g to the end Sections 5b' a greater dis 
tance from the Centre of the blank than adhesive 
g applied to the end sections 5b. It will thus be 
appreciated that an integral blank can be formed 
having two joined but separable half portions, 
one to form the container structure of the bCX 

S 
and the other to form a telescoping cover struc 
ture, both being presented in an integral assen 
bly. 

Method of assembly 
After the blank has been fully prepared as 

shown in Fig. 5 and above described, the blank 
is assembled into two joined but severable col 
lapsed boxes by folding the Wing portions of the 
blank along the fold line 6 so that botton Sec 
tion 2b Will overlie botton Section 2d, side wall 
panel 3 Will overlie side Wall panel , and cover 
panel 4 will overlie side Wall panel ', as shown 
in Fig. 6. The other Wing portion of the blank 
is then folded along the fold line 6' so that bot 
ton Section 2b Will overlie botton Section 2d.' 
and the extended tuck-in tab 8, Side Wall panel 
3 will overlie cover panel 4, and cover panel 4' 
Will overie cover panel 4 and side Wall section 3, 
as fully illustrated in FigS. 7 and 8. As thus 
arranged, each end Wall Securing tab at each 
end of the blank Will Overlie and align with the 
adjacent end Wall Section 5d., and each end wall 
securing tab 7' Will overlie and align with the 
adjacent end Wall Section 5d'. Adhesive is ap 
plied in strip form to the inside face of side wall 
Sections 5b and 5b' as illustrated in Fig. 9. Each 
of the end Wall sectionS 5b and 5tb' is then folded 
inWardly as illustrated in Fig. 10 so that the in 
Side face thereof, to Which adhesive g has been 
applied, will be brought into contact with the 
exterior face of the corresponding end Wall Se 
curing tab or 7. 

It will thus be noted that two fully a SSern 
bled collapsed boxes are fully formed and as 
sembled by a Single pass through the automatic 
gluing and folding machine by three relatively 
simple operations, namely, folding the Wing Sec 
tions of the blank in Superimposed relationship 
along the fold lines 6 and 6', applying the glue 
in strip form to the end Wall sections 5b and 5b', 
and finally, folding and pressing the end Wall 
sections Sb and 5t' into adhesive contact with 
the aligned securing tabs 7 and 7. 
The connected out Severable pairs of fully a S 

Sembied collapsed boxes, as shown in Fig. 11, 
may be stacked in superimposed relationship SO 
as to occupy a minimum of Space during ship 
ment and storage. When the boxes are to be 
packed with merchandise, a connected pair of 
boxes may be removed from the Stack and Sep 
arated by pulling the tWO boxes apart along 
the tear lines 2, as shown in Fig. 12. The tear 
lines 2 may be such as to permit easy and posi 
tive separation by grasping bottom Sections 2a. 
and 2b with one hand and bottom sections 2a.' ' 
and 2b with the other hand and pulling the 
collapsed boxes apart. Cover panel 4 easily 
Withdraws from its housed position beneath the 
side Wall panel 3'. 

Each box may be expanded into merchandise 
containing position by pinching bottom flap sec 
tors Sb and 6c together at each end of the box, 
as shown more particularly in Fig. 14, Which op 
eration is permitted by reason of the fold lines 65 
it and 8. When the bottom flap sectors 9b 
and 9c have been thus pinched together, as by 
grasping the same with the fingers, pinching 
tool or other mechanism, each botton flap 6 
may be swung inwardly under the adjacent 
free edge 25 of the end Wall panel, the arcuate 
edge 26 of each bottom flap being So shaped 
as to permit this operation. When each bottom 
fiap 6 has been inserted into the box as shown 
in Fig. 15, the paired sectors 6b and 6c are : 
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4. 
released and the end panel Sections 5d and 5b are 
brought into alignment, thus forcing each bot 
tom flap 6 to fan outwardly so as to lie sub 
stantially flat against the inside face of the 
adjacent end wall panel 5, as illustrated nore 
particularly in Fig. 16. 

Merchandise M is then placed within the ex 
panded box, the merchandise being preferably 
SO positioned and arranged as to occupy the 
full interior cubical area of the box. After pack 
aging each top wall flap 9 is turned inwardly 
So as to extend generally perpendicular to its 
asSociated end Wall panel 5, the cover panel 4 is 
then folded over the top of the packed box and 
the tuck-in flap 8 is inserted into the box so as 
to lie against the inside face of the side wall 
panel , as illustrated in dotted lines in Fig. 17. 
A suitable sealing strip may be provided, if de 
Sired, to Seal the box and thus prevent unau 
thorized removal of the contents. 
The box as thus assembled and packed pro 

Wides a rigid, strong and highly serviceable con 
When the mer 

chandise is packed in the expanded box and the 
top Wall flaps 9 folded inwardly, it will be noted 
that the inwardly turned top wall flaps 9 act as 
stiffening struts to prevent either inward or out 
Ward collapse of end wall sections 6a and 6b, 
thus holding the hingedly connected end panel 
Sections 5a, and 5b in rigid and positive straight 
wall alignment. The hingedly connected end 
panel Sections 5a, and 5b are further held in 
rigid Straight wall alignment by reason of the 
pressure of the merchandise against the inside 
faces of the side Wall panels and 3, and, 
finally, the cover panel 4, with the tuck-in flap 
8 abutting the side wall , also acts as a shape 
maintaining end panel strut. It will be further 
appreciated that when the hingedly connected 
end Wall sections. 5d and 5b are rigidly held and 
maintained in Straight Wall alignment by rea 
Son of the three forces above indicated, the fan 
shaped bottom flaps 6 are also maintained in 
fully expanded form and in close abutting rela 
tionship with the inside face of the adjacent end 
wall panels 5 and, additionally, the bottom panel 
Sections 2a and 2b are also maintained in straight 
Wall alignment. 

If desired, the cover panel 4 may be so formed 
as to provide an attractive display easel. When 
the box is opened to display the merchandise, the 
tuck-in flap 8 may be inserted between the free 
end of each infolded top flap Section 9b and the 
inside face of side Wall panel 3, as illustrated 
in Fig. 17, thus holding the cover sections 4a and 
4b in erect overlying relationship with the easel 
tab 23 extending upWardly. It will be appre 
ciated, however, that this cover panel construc 
tion may be of simple form Without the display 
easel feature or, as above indicated, the Cover 
panel may be completely eliminated. The cover 
panel above described has been illustrated in the 
drawings to indicate the ease With which a 
more complicated box structure may be made, 
formed and aSSembled. 

Assembly apparatuS 
There is shown in Figs. 1 to 10, inclusive, the 

apparatus whereby the various steps of assen 
bling the blanks into collapsed boxes may be 
performed. It is understood, however, that the 
apparatus shown in the drawings is presented 
for purposes of illustration only and that other 
types of apparatus may be employed to carry out 
the novel assembly steps of this invention. 

2,227,439 
Referring to the drawings, and particularly to 

Figs, 1 to 4 thereof, the apparatus may com 
prise suitable tables supporting the assembly 
apparatus comprising a series of operative mech 
anism each designed to perform defined opera 
tions upon the blank, which may be generally 
referred to as mechanism 2 for folding the 
wing portions of the blank over the body por 
tion, mechanism 28 for applying strips of ad 
hesive to the end panel sections of the blank, 
and mechanism 29 for folding and pressing the 
end panel Sections into adhesive contact with 
the end panel securing flaps. For convenience 
in description, each of the mechanisms above 
referred to will be separately described and dis 
CUSSed. 

Wing folding mechanism 
Referring more particularly to Figs. 1, 2 and 

3 of the drawings, the mechanism for folding 
the Wing portions of the blank inwardly in su 
perimposed relationship comprises a mechanism 
Supporting structure or table comprising par 
ailel extending frame members 30, laterally ex 
tending frame members 3f, and parallel extend 
ing frame members 32 which are spaced a great 
er distance apart than the frame members 30. 
A table top is preferably provided comprising 
table portion 33 which extends between the 
frame members 30 and table portion 34 which 
extends between the frame members 32, table 
portion 34 being provided with blank guide 
flanges 34' along the side edges thereof. The 
frame members and table top which support 
the Operating mechanism may be suitably sup 
ported upon legs 32 which rest upon the floor, the 
legS 37 being of convenient height to permit 
easy feeding, inspection and repair of the ma 
chine. 
The table top portions 33 and 38 may be pro 

Vided with a pair of spaced parallel extending 
grooves or channels 35, each of which receives 
and Supports the upper flight of a blank advanc 
ing belt or chain 38. The forward end of each 
of the grooves 35 may be cut away as at 35’ to 
provide room for the conveyor chain supporting 
Sprocket 5, which will be presently described. 
The blank discharging end of the grooves or 
channels 35 may be also cut away as at 35’ to 
provide room for the chain supporting sprockets 
55, presently to be described. 
The blanks are supplied to the receiving end 

of table top portion 34 by means of a suitable 
chute 40 in which the blanks are positioned, as 
ShOWn more particularly in Figs. 1 and 3. The 
Chute may comprise an inclined bottom Wall 
portion 4 having side flanges 42 for guiding the 
blanks in their downward sliding movement. 
The discharge end 43 of the chute 49 is posi 
tioned closely adjacent to the receiving end of 
the table top portion 34 and is so shaped as to 
permit each separate blank to slide smoothly 
onto the table top portion. The chute 40 may 
be Supported by means of a suitable bracket 44 
fixed to the end frame member 35 and to the 
botton Wall of the chute. 
Means are provided for individually removing 

the blanks da' from their stacked position with 
in the chute 4) onto the table portion 34 and 
into engagement with the advancing conveyor 
belts or chains 38. A feed roller 45, preferably 
formed of Soft rubber or like soft resilient ma 
terial, is positioned adjacent the discharge end 
43 of the chute and closely adjacent the receiv 
ing end of the table portion 34. The roller 45 
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2,227,439 
extends transversely of the table portion 34 and 
is approximately the full width thereof. The 
roller 45 may be fixed to a suitable shaft 46 
rotatably mounted in suitable bearings provided 
on a Supporting bracket 47 fixed to chute-sup 
porting bracket 44. The projecting end of the 
shaft 45 may be provided with a suitable drive 
pulley 48 fixed thereto, which is driven by suit 
able belting 49 connected to a suitable power 
Source Such as an electric motor. The blank 
feeding roller 45 is operative to withdraw the 
top blanks d.d." positioned within the chute 4) 
and to move it into feeding position upon the 
table portion 34. It will be appreciated that the 
width of the table portion 34 is substantially 
equal to or greater than the longitudinal length 
of the blanks to be operated upon. 

Each blank advancing chain 38, the upper 
flight of which moves in one of the channel 
grooves 35, is Supported upon a pair of sprockets, 
Spirocket 5 being positioned adjacent the blank 
receiving end of the machine, and sprocket 55 be 
ing positioned adjacent the discharge end of the 
Wing-folding mechanism. Each of the two 
SprocketS 5 are fixed to a shaft 50 journaled in 
Suitable bearings provided in the frame members 
32 of the machine. Each sprocket wheel 5i is so 
arranged as to extend through one of the cut 
out openings 35' in the table portion 34, permit 
ting free rotative movement thereof. Each 
Sprocket wheel 55 at the discharge end of the 
Wing-folding mechanism is fixed to a suitable 
shaft 56 journaled in suitable bearings provided 
On the frame members 30 of the machine. The 
blank advancing chains 38 are advanced in uni 
Son and at the same speed by suitable driving 
mechanism which may comprise a gear 53 fixed 
to the projecting end of shaft 46 which meshes 
With gear 54 fixed to the projecting end of shaft 
50. Thus the belt 49 which rotates the feed roller 
5 may also be employed to drive the blank ad 
Vancing conveyor chains 38. Each of the con 
veyor chains 38 may be provided with suitably 
Spaced blank engaging lugs 39 fixed to the links 
thereof, the lugs 39 on each of the chains being 
arranged in pairs, as shown more particularly in 
Fig. 1. The paired aligned lugs 39 are so ar 
ranged as to engage the rear edge of a blank 
ad', fed onto the table portion 34 by the feed 
roller 45. The paired lugs 39 are so spaced as 
to conveniently receive a blank therebetween. 
The blank, pushed along the table portion 34 

by the lugs 39 engaging the rear edge thereof, 
move under a pair of Spaced blank retaining arms 
60, the lower edge 63 of which is positioned to 
retain the blank in fixed engagement with the 
pushing lugs 39. The receiving end of the re 
taining arms 60 may be flared outwardly as at 
6 to facilitate movement of the blanks under 
the blank retaining arms 60. As shown more 
particularly in Fig. 2, the retaining arms 60 may 
be held in Suspended position by means of suit 
able brackets. 64 which are fixed to each arm 
60 and to the adjacent frame member 32 of the 
machine. 
As each blank emerges from under the retain 

ing arms 60, the blank moves into contact with 
an infolding device 79, which operates to fold 
one of the wing portions of the blank in Wardly, 
as shown more particularly in tig. 1. The sta 
tionary infolding device is may be arranged to 
fold the wing portion of box section d about its 
bottom collapsing score line 6, as shown more 
particularly in Figs. 1 and 6. The turningri. 

S 
device O may be formed from a strip or sheet of 
metal fixed to the adjacent frame member 30 
twisted to provide a vertical portion 72 which 
rises from a horizontal portion in a Smooth 
curve and an inturned portion 3 which turns 
inWardly from Vertical portion 72 in a Snooth 
Curve to a position substantially parallel to the 
table portion 33. 

It will be noted that the lower edge 63 of the 
adjacent blank retaining arm 60 holds the blank 
in constant advancing engagement against the 
advancing lugs. 39 so that the Wing portion of 
box section a will ride over the top edge 74 of 
the Wing-folding device T0 and cause it to be 
folded inwardly over the body portion thereof. 
The discharge end 64 of the blank retaining arm 
60 terminates at the point where the curved por 
tion 72 of the folding device extends substan 
tially vertically so that the adjacent retaining 
arm 60 cooperates with, but does not interfere 
With, the proper operation of the turning-in de 
vice 79. It will be noted by referring more par 
ticularly to Fig. 6 that the wing portion of blank 
section a is substantially completely folded over 
the body section of the blank by the turning-in 
device 70 before the wing portion of blank sec 
tion a' moves into engagement with the oppo 
Site turning-in device 75. 
The turning-in device 75 is substantially simi 

lar to the turning-in device 70 previously de 
scribed, except that it is positioned to follow the 
turning-in device 70. The turning-in device 75 
is fixed to the adjacent side frame 30 and com 
prises a member formed of twisted sheet metal 
and having a horizontal portion 78 which merges 
in a smooth curve into a vertically extending 
portion 77, which in turn merges in a smooth 
curve into horizontal portion 76. The wing por 
tion of the blank section a' rides over the top 
edge T9 of the wing turning-in device so as to 
fold the wing portion inwardly to overlie the 
adjacent body portion of the blank and a por 
tion of the opposite inturned wing portion. The 
discharge end 64 of the adjacent blank retain 
ing arm 60 terminates substantially opposite the 
vertical portion 77 of the wing-folding device 75 
so as not to interfere with the infolding move 
ment by the wing portion of blank section a'. 
The blank emerges from the turning-in de 

vices 70 and 75 with the wing portions of blank 
sections a and a folded over the body portion 
of the blank in superimposed relationship as 
the blank is continuously advanced by the Con 
veyor chains 38. The blank then moves under 
and into engagement with a driven feed roller 
80 extending transversely across the table por 
tion 33 adjacent the discharge end of the Wing 
folding mechanism 27. The feed roller 80 may 
be made of soft rubber or other Soft resilient 
material so as to engage the successive advanc 
ing blanks as they are discharged from the con 
veyor chains 38 and advance the blanks Succes 
sively onto a conveyor operative to move the 
blanks into position to be operated upon by the 
adhesive-applying mechanism 28 and the end 
Wall section infolding mechanism. 29, presently 
to be described. The feed roller 80 may be fixed 
to a suitable shaft. 8 rotatably mounted in Suit 
able bearings carried by brackets 82 Supported 
upon the frame members 30. The feed roller 
80 may be positively driven in synchronized re 
lationship to the blank advancing belts or chains 
38 by means of a gear 83 fixed to the shaft 
thereof which meshes with gear 83 fixed to the 
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adjacent positively driven sprocket Supporting 
shaft 56. 
Thus it will be appreciated that the mecha 

nism 27 operates to fold the wing portions of 
blank sections a and a' in Wardly in Superim 
posed relationship While the blanks are Succes 
sively and continuously advanced by the con 
veyor belts or chains 38. The blanks are main 
tained in uniform spaced relationship by the 
paired lugs 39 and the blanks are thus positively 
advanced under the blank retaining arms 60 
into operative engagement With the turning-in 
devices 0 anad 75 and into engagement With 
the feed roller 80 which advances the Successive 
blank onto a conveyor which moves the blanks 
into contact with adhesive-applying mechanism 
which Will now be described. 

Adhesive applying mechanism 
Referring more particularly to Figs. 1, 3 and 

4, the adhesive applying mechanism may be 
supported upon a Suitable blank receiving table 
comprising spaced parallel extending side frames 
90 and end frame 9 supported at a convenient 
elevation by Supporting legs 92. A table top 93, 
which may be formed of sheet metal, is fixed 
to the side frames 90 at an elevation preferably 
slightly below the table top portion 33, as shown 
more particularly in Fig. 3. The blanks dis 
charged from the wing folding mechanism 2 
are pushed onto table top 93 by the feed roller 
80 and are advanced along the table top 93 
by a pair of spaced parallel extending conveyor 
belts or chains 6 which may extend general 
ly at right angles to the conveyor chains 38. 
The blank advancing chains 06 may each be 
supported upon a pair of sprocket wheels 3 
and 0. The two sprocket wheels 3 are fixed 
to a shaft O4 rotatably mounted in Suitable 
journals (5 in the side frames 9 adjacent feed 
roller 80. The discharge end of the conveyor 
belts or chains 6 are each supported upon a 
sprocket wheel 97 which are fixed to shaft C8 
rotatably mounted in suitable journals 09 pro 
'vided in the frame members 90 of the machine. 
The blank advancing belts 0.6 are provided with 
paired blank engaging lugs which are ar 
ranged in aligned relationship so as to engage 
the rear edge of the blank and advance the 
blank along the table top 93. 
The table top 93 is provided with depressed 

grooves or channels 96 within which the upper 
flight of the blank advancing belts or chains 
d 6 may move. The receiving end of the table 
top 93 terminates short of the chain supporting 
'sprocket wheels 03 so as not to interfere with 
the proper operative rotation thereof. 
As shown more particularly in Fig. 1, the 

bank discharged upon the table top 93 is ad 
vanced by the advancing chains (6 in a direc 
tion generally at right angles to its prior advanc 
ing movement along table top portion 33. Each 
blank is positively advanced by means of the 
aligned lugs T which engage the rear edge 
of the blank and advance it into operative rela 
tionship with the adhesive applying devices. 
The blank advancing chains fo6 are operated 

by Suitable driving means in Synchronism with 
blank advancing chains 38, which means may 
coin prise a bevel gear fixed to the projecting 
end of shaft (4 which meshes with bevel gear 
if fixed to a section of the sprocket shaft 56 
Which projects outwardly beyond the adjacent 
Side frame member 39. The projecting end of 
Sprocket shaft 56 is rotatably supported by means 

2,227,439 
of a suitable bearing 98 provided in a bracket 99 
fixed to the adjacent side frame member 90 of the 
machine. The end of Sprocket shaft 56 is pro 
vided with a driving sprocket 2 fixed thereto 
which is driven by drive chain f 3 trained over 
driving sprocket 6 fixed to the chain support 
ing Sprocket Shaft 50 which is driven by the belt 
ing 39 through the inter-meshing gears 53 and 
54 previously described. 
To assure of proper alignment of the blank fed 

onto the table top 93 by the feed roller 80, a suit 
able stop plate 28) is provided against Which the 
advancing edge of the blank is adapted to abut so 
as to assure proper alignment of the blank on the 
table top 93 when engaged by the blank engag 
ing lugs 7 of the blank advancing chains (6. 
The aligning plate 29 may be provided with a 
flange portion 2 by means of which it may be 
fixedly Secured to the Side frame member 90 of 
the machine. To further aSSure proper align 
ment of the blank on the table top 93, a further 
aligning plate 22 may be provided to guide the 
opposite edge of the blank So that when the 
blank is advanced by the advancing chains 06 
it is properly aligned for the application of ad 
hesive to the side edges thereof. 

Referring again to FigS. 1, 3 and 4, a pair of 
glue applying rollers 39 are fixed to a shaft 3f 
rotatably mounted at each end thereof or a Suit 
able bracket support f32 fixed to the adjacent side 
frame S9 of the machine. The glue applying roll 
ers 38 are preferably positively driven in Syn 
chronisin. With the blank advancing betS 06 as 
by means of a gear 3 fixed to the projecting end 
of shaft 3 which meshes with gear 46 fixed to 
the projecting end of shaft 47 rotatably mount 
ed in the side frame 99. Shaft 47 is provided 
With a Sprocket wheel 67' driven by chain 48 
trained around a Sprocket Wheel 49 fixed to 
driven Sprocket shaft 94. 
Adhesive g is Supplied to the glue-applying 

rollers 30 from a Suitable glue pot 35 supported 
by brackets 36 fixed to Side frames 90 of the 
machine. The adhesive g in the glue pot 35 
may be gaintained in Suitable liquid flowing con 
dition by means of a steam coil or by means of a 
Suitable gas burner 36". A pair of glue transfer 
rollers 3 remove the glue from the glue pot 35 
and apply it to each of the respective glue-ap 
plying rollers 39. It will be appreciated that 
each glue transfer roll f37 receives a film of ad 
hesive on the periphery 38 thereof which con 
tacts the peripheral edge 34 of the adjacent 
glue-applying roller 30 So as to transfer the 
film of glue to the peripheral surface thereof. 
The glue rollers 30 are so arranged so that 

each roller applies a strip of adhesive g to the 
inside face of the end panel Sections 5t) and 5b'. 
It is desirable that no adhesive be applied to the 
inturned flap Sections 9b and 9b' and to this end 
each of the glue rollers 30 are provided With a 
depressed portion f33 in the periphery thereof 
which does not receive the film of adhesive from 
the glue-transfer roller 37. It will be noted 
that the blanks are maintained in fixed, prede 
termined Spaced relationship by the paired lugs 
if Which lugs may be adjusted in position along 
the chains 36 to accommodate the blank. The 
glue-applying rollers 30 are of such diameter 
and SO Synchronized with respect to the advanc 
ing movement of the blank so that the adhesive 
9 is applied in strip form to the full length of the 
end panel Sections 5b and 5b' but no adhesive is 
applied to the inturned sections 9b and 9b' of the 
blank. To insure positive Synchronism, the shaft 
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3 to which the glue applicator rolls 30 are 

fixed may be positively driven from the chain 
Supporting shaft, 34 by means of a train of in 
termeshing gears. The advancing blanks With 
the adhesive applied to the end panel sections 5b 
and 5t' thereof then advance into operative en 
gagement With the end panel folding mechanism, 
which will now be described. 

End panel infolding mechanism 
Referring more particularly to Figs. 1, 4 and 

10, as the bank shown in Fig. 9 energes from be 
neath the glue applicator rolls 30, it moves under 
a pair of spaced blank retaining arms 4), which 
are suitably supported as by brackets 43 from 
the side frame 90 of the machine. The lower 
edge is of the retaining arms operates to hold 
the blanks upon the tabletop 93 with the rear 
edge thereof in positive engagement with the 
blank advancing lugs . The discharge end of 
the retaining arms 4 may be suitably tapered 
as at 42 so as not to interfere with the infolding 
of the end panel sections. 
The end panel sections 5b and Sb' move into 

engagement with turning-in devices 59, each of 
which is suitably supported from the Side frame 
See of the machine. The turning-in devices 50 
fold the end panel sections 5b and Sb' about the 
adjacent score lines 9 and 9' So that end panel 
Sections Sb of the blanks are folded over into 
adhesive contact with the adjacent end Wall Se 
curing flaps 7, and the end panel Sections 5b' are 
folded over into adhesive contact With the ad 
jacent end wall securing flaps'. 
Each of the turning-in devices 50 may be 

formed from a strip of bendable metal Which is 
given a curved or twisted contour as shown in 
Figs. 1, 4 and 10 of the drawings. The end Wall 
sections 5b and 5b' at each side of the blank 
advance over the rising edge 5 of the turning 
in device, meanwhile being held in fixed engage 
ment with the blank advancing lugs 7 by means 
of the retaining arms 4). The trailing ends of 
the retaining arms terminate Substantially 
opposite the vertically extending portion 52 of 
the adjacent turning-in device 59 so as not to 
interfere with the proper folding of the end panel 
sections of the blank. The trailing end 54 of 
the turning-in devices 5 extends substantially 
parallel to the table top 93 so as to insure posi 
tive infolding of the end panel Sections 5b and 
5' as the banks are Successively advanced. 
To insure that the end panel sections Sb and 5' 

will be positively secured to the end Wall securing 
flaps 7 and 7", a suitable pressure roller 60 is 
provided for positively pressing the end panel 
Sections 5 and 5b', having the strip of adhesive 
g applied thereto, into firm adhesive contact 
With the adjacent end Wall securing flaps 7 and 
I’. The pressure roller 60 may be fixed to a 
suitabile shaft 6 journaled in Suitable bearings 
provided in brackets 83 Supported by the side 
frame 9). The pressure roller 60 is preferably 
formed of a soft resilient material, such as Soft 
rubber or similar composition, and may be freely 
rotated by frictional contact with the advancing 
blank although positive pressure roller rotating 
means may be provided, such as sprocket f64 
fixed to roller shaft driven by drive chain 

5 trained over sprocket is fixed to the posi 
tively driven shaft; 3. The pressure roller 6) 
insures positive adhesion of the end panel sec 
tions 5b and Sb' to the end wall securing flaps 
and '. 
The blank has thus been fully assembled to 

7 
form two severabiy connected collapsed boxes, as 
shown in Fig. 11. The fully assembled blanks 
are ejected from the discharge end of the ma 
chine in rapid succession into a suitable hopper 
where they are stacked one upon the other. The 
completed paired collapsed boxes may then be 
packed in suitable packing cases and shipped to 
the user. 
By employing my improved method of assem 

bling collapsed boxes, a strong, rigid and highly 
serviceable box can be produced substantially en 
tirely by automatic machinery at production 
rates running as high as twenty thousand paired 
boxes per hour. The paired collapsed boxes 
ejected from the machine are fully collapsed and 
a large number of paired collapsed boxes may 
be contained in a shipping box of limited cubicle 
content. In view of the fact that the Wing-fold 
ing mechanism, the glue-applying mechanism 
and the side panel section infolding mechanism 
are all stationary relative to the advancing move 
ment of the blank, almost any desired production 
speed can be attained by Speeding up the blank 
advancing belts or chains. All driven parts of 
the apparatus are preferably connected together 
in Synchronized relationship to a single power 
Source so that complete Synchronism of all now 
ing parts of the apparatus is attained. 

It will be appreciated that the Various method 
steps of this invention can be performed by box 
assembly mechanism other than that particularly 
disclosed in this application and operative ele 
ments other than that Specifically disclosed can 
be substituted by those skilled in the art with 
out departing from the spirit and teaching of 
my invention, as more particularly defined by 
the sub-joined claims. 

Collapsible boxes of a particular size and shape 
are used in large quantities for packaging of 
numerous articles of merchandise. A single ma 
chine may be used to manufacture and assemble 
boxes of a particular size and shape. If for pro 
duction reasons it is desired to make a box of 
different size and shape on the same machine, 
the operating elements may be easily shifted or 
adjusted to effect proper assemblage of the Col 
lapsed boxes of different Size and shape. Such 
necessary adjustments, shifting of parts or sub 
stitution of parts to assemble a particular box 
Will be obvious to Workmen in the art following 
the teachings of this invention. 
While certain novel features of the invention 

have been disclosed herein, and are pointed out 
in the annexed claims, it Will be understood that 
various omissions, substitutions and changes may 
be made by those skilled in the art. Without de 
parting from the spirit of the invention. 
What is claimed is: 
1. The method of making paperboard boxes 

from severably connected paired blank Sections 
wherein each section is provided with side Wall 
panels, a, bottom panel hingedly connected to 
said side wall panels, end wall panels and end 
wall panel securing flaps hingedly connected to 
the ends of said side wall panels, and Wherein a 
side wall panel of one blank section is severably 
connected to an adjacent side wall panel of an 
other blank section, which method includes a S 
sembling the two blank sections by Successive 
folding, gluing and folding operations performed 
Substantially simultaneously upon similar parts 
of both blank sections to provide a pair of Sev 
erably connected boxes. 

2. The method of making collapsible paper 
board boxes from severably connected paired 
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blank sections wherein each section is provided 

10 

5 

20. 

25 

30 

35. 

4. 

45 

50 

55 

60 

65 

70 

75 

with side wall panels, a, botton panel hingedly 
connected to the side wall panels, end Wall panels 
and end wall panel securing flaps hingedly Con 
nected to the ends of said side Wall panels, the 
botton panel and end wall panels of Said blank 
sections having box collapsing fold lines therein, 
and wherein a side wall panel of one blank Sec 
tion is severably connected to the adjacent Side 
wall panel of another blank section, which meth 
od includes assembling the two blank Sections by 
successive folding, gluing and folding operations 
performed substantially simultaneously upon 
similar parts of both blank sections to provide 
a pair of severably connected collapsed boxes. 

3. The method of making a pair of collapsible 
paperboard boxes from a pair of severably con 
nected blank sections wherein each Section is 
provided with side wall panels, a bottom panel 
hingedly connected to the side Wall panels, end 
wall panels and end wall panel Securing flaps 
hingedly connected to the ends of Said side Wall 
panels, the bottom panel and end Wall panels of 
each blank having a collapsing fold line therein, 
and wherein the paired blank Sections are Sever 
abiy connected along adjacent side Wall panels 
thereof, which method includes the steps of Suc 
cessively folding, glueing and assembling Similar 
parts of the paired blank sections Substantially 
simultaneously into a pair of severably connected 
collapsible boxes. 

4. The method of making collapsible boxes 
from severably connected paired paperboard 
blank sections wherein each Section is provided 
with a pair of side wall panels, a botton panel 
hingedly connected to the side Wall panels, a pair 
of end wall panels and a pair of end Wall pariel 
securing flaps hingedly connected to and pro 
jected from the ends of said side Wall panels, the 
bottom panel and end wall panels of each blank 
section having a box-collapsing fold line therein, 
wherein the paired blank sections are severably 
connected along adjacent side Wall panels there 
of, which method includes the steps cf substan 
tially simultaneously folding a side Wall panel of 
each blank Section over the other Side Wall panel 
of the blank section, substantially simultaneously 
applying adhesive to each of said end Wall panels, 
and substantially simulitaneously folding each of 
said end wall panels into adhesive contact with 
the adjacent end Wall Securing flap to provide a 
pair of severably connected collapsible boxes. 

5. The method of making collapsible boxes 
from severably connected paired paperboard 
blank sections wherein each Section is provided 
with a pair of Side Wall panels, a bottom panel 
hingedly connected to said side Wall panels, a. 
pair of end wall panels and a pair of end Wall 
panel securing flaps hingedly connected to and 
projecting from the ends of said Side Wall panels, 
the bottom panel and end wall panels of each 
blank section having a box-collapsing fold line 
therein, and wherein the paired blank sections 
are severably connected along adjacent side wall 
panels thereof, which method includes the steps 
of Substantially simultaneously folding the outer 
Wing portion of each blank section inwardly along 
its bottom collapsing fold line, Substantially si 
multaneously applying adhesive to each of Said 
end wall panels, and Substantially simultaneously 
folding each of Said end Wall panels into adhesive 
contact with the adjacent end Wall securing flap 
to provide a pair of severably connected collapsed 
boxes. 

6. The method of making collapsible boxes 
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from connected paired paperboard blank sections 
wherein each section is provided with a pair of 
side wall panels, a botton panel hingedly con 
nected to said side Wall panels, a pair Cf end Wall 
panels and a pair of end Wall panel Securing flapS 
hingedly connected to and projecting from the 
ends of said side wall panels, the bottom panel 
and end wall panels of each blank section having 
a box-collapsing fold line therein, and Wherein 
the paired blank Sections are connected along 
adjacent side wall panels thereof, which method 
includes the steps of substantially sinultaneously 
folding the Outer Wing portion of each blank Sec 
tion in Wardly along its bottom collapsing fold line 
While the blank Sections are being continuously 
advanced, substantially simultaneously applying 
adhesive to each of Said end Wall panels While the 
blanks are baing continuously advanced, and Sub 
Stantially simultaneously folding each of said end 
Wall panels into adhesive contact With adjacent 
end Wall Securing flap While the blanks are being 
continuously advanced. 

7. The method of making collapsibie boxes 
from Severably connected paired paperboard 
blaik Sections wherein each section is provided 
With a pair of side Wall panels, a bottom panel 
hingedly connected to said side wall panels, a 
p2ir of end Wall panels and a pair of end wall 
panel Securing fiaps hingedly connected to and 
projecting froin the ends of said side Wall panels, 
the botton panel and end Wall panels of each 
blank Section having a box-collapsing fold line 
therein, and wherein the paired blank sections 
are Severably connected along adjacent side wall 
panels thereof, which method includes the steps 3 
of folding the Outer Wing portion of one blank 
Section in Wardly along its bottom collapsing fold 
line, folding the outer wing portion of the oppo 
site blank Section in Wardly along its bottom col 
lapsing fold line, applying adhesive substantially 
Simultaneously to each of said end wall panels, 
&nd folding each of said end Wall panels into 
adhesive contact with the adjacent end wall se 
curing flap to provide a pair of severably con 
nected collapsed boxes. 

8. The method of making collapsible boxes 
from severably connected paired paperboard 
blank Sections wherein each section is provided 
With a pair of side Wall panels, a bottom panel 
hingedly connected to said side Wall panels, a pair 
of end Wall panels and a pair of end Wall panel 
Securing flaps hingedly connected to and pro 
jecting from the ends of said side wall panels, 
the bottom panel and end Wall pallels of each 
blank Section having a bOX-collapSing fold line 
therein, and Wherein the paired blank sections 
are Severably connected along adjacent side wall 
panels thereof, which method includes the steps 
of advancing the Severably connected blank sec 
tions continuously along a predetermined path, 
and during its advancing novement folding the 
outer Wing portion of each blank Section inwardly 
along its box-collapsing fold line, applying ad 
hesive to each of Said end Wall panels, and folding 
each of Said end Wall panels into adhesive con 
tact with the adjacent end Wall Securing flap to 
provide a pair of Severably connected collapsed 
boxes. 

9. The method of making collapsible boxes 
from connected paired paperboard blank Sections 
Wherein each section is provided with a pair of 
Side Wall panels, a bottom panel hingedly con 
nected to Said Side Wall panels, a pair of end wall 
panels and a pair of end Wall panel securing flaps 
hingedly connected to and projecting from the 
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ends of said side wall panels, the bottom panel 
and end Wall panels of each blank section having 
a box-collapsing fold line therein, and wherein 
the paired blank sections are connected along 

. adjacent side Wall panels thereof, which method 
includes the Steps of folding the Outer Wing por 
tion of each blank Section inwardly along its box 
Collapsing fold line, applying a strip of adhesive 
to each of said end Wall panels, folding each of 
Said end Wall panels along its collapsing fold line 
Over the adjacent end Wall securing flap, and 
pressing each of said end wall panels into firm 
adhesive contact with the adjacent end wall 
Securing flap. 

10. The method of making collapsible boxes 
from Severably connected paired paperboard 
blank Sections wherein each section is provided 
With a pair of side wall panels, a bottom panel 
hingedly connected to said side wall panels, a 
pair of end wall panels and a pair of end wall 
panel Securing flaps hingedly connected to and 
projecting from the ends of said side wall panels, 
the botton panel and end wall panels of each 
blank section having a box-collapsing fold line 
therein, and wherein the paired blank sections 
are Severably connected along adjacent side wall 
panels thereof, which method includes the steps 
of folding a side wall panel of each blank section 
Over the other side wall panel of the blank sec 
tion along its box-collapsing fold line, applying 
a Strip of adhesive to the inside face of each of 
Said end wall panels, folding each of said end 
Wall panels along its collapsing fold line over 
the adjacent end wall securing flap, and pressing 
each end Wall panel into firm adhesive contact 
With the underlying securing flap to provide a 
pair of severably connected collapsed boxes. 

11. The method of making collapsible boxes 
from Severably connected paired paperboard 
blank Sections wherein each section is provided 
With a pair of side wall panels, a bottom panel 
hingedly connected to said side wall panels, a, 
pair of end wall panels and a pair of end wall 
panel securing flaps hingedly connected to and 
projecting from the ends of said side wall panels, 
the botton panel and end wall panels of each 
blank section having a box-collapsing fold line 
therein, and wherein the paired blank sections 
are Severably connected along adjacent side Wall 
panels thereof, which method includes the steps 
of folding the outer wing portion of each blank 
Section in Wardly along its bottom collapsing fold 
line, applying adhesive to each of said end wall 
panels, folding each of said end wall panels into 
adhesive contact with the adjacent end Wall 
Securing flap to provide a pair of severably con 
nected, collapsed boxes, separating said connected 
collapsed boxes, and erecting each of said col 
lapsed boxes into container form. 

12. Apparatus for assembling paperboard boxes 
from paired connected blank sections each hav 
ing a pair of side Wall panels, a bottom panel 
hingedly connected to said side wall panels, a 
pair of end Wall panels and a pair of end Wall 
panel Securing flaps hingedly connected to and 
projecting from the ends of said side wall panels, 
the bottom panel and end Wall panels of each 
blank section having a box-collapsing fold line 
therein, said apparatus including spaced means 
between which the paired blank sections advance 
for folding the outer wing portion of each blank 
section inwardly along its bottom collapsing fold 
line, Spaced means between which the paired 
blank sections advance for applying adhesive to 
each of said end Wall panels, and Spaced means 
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between which the paired blank sections advance 
for folding each of said end wall panels 
into adhesive contact with the adjacent end wall 
Securing flap to provide a pair of connected col 
lapsible boxes. 

13. Apparatus for assembling paperboard boxes 
from paired connected blank sections, each blank 
Section having a pair of side Wall panels, a bot 
tom panel hingedly connected to Said side Wall 
panels, a pair of end Wall panels and a pair of 
end Wall panel securing flaps hingedly connected 
to and projecting from the ends of said side wall 
panels, the bottom panel and end wall panels of 
each blank Section having a box-collapsing fold 
line therein, said apparatus including conveyor 
means for continuously advancing paired blank 
sections in predetermined spaced relationship, 
Spaced lineans between which the paired blank 
Sections advance for folding the outer wing por 
tion of each blank Section inwardly along its 
bottom collapsing fold line during advancing 
movement of said paired blank sections along 
Said conveyor means, Spaced means between 
Which the paired blank sections advance for ap 
plying adhesive to each of said end wall panels 
during advancing movement of said paired blank 
Sections along said said conveyor means, and 
Spaced means between which the paired blank 
Sections advance for folding each of said end wall 
panels into adhesive contact with the adjacent 
end wall securing flap during advancing move 
ment of the paired blank sections along said con 
Weyor neanS. 

14. Apparatus for assembling paperboard boxes 
from paired severably connected blank sections, 
each blank section having a pair of side wall 
panels, a bottom panel hingedly connected to 
said side Wall panels, a pair of end wall panels and 
a pair of end wall panel securing flaps hingedly 
connected to and projecting from the ends of said 
side Wall panels, the bottom panel and end Wall 
panels of each blank section having a box-col 
lapsing fold line therein, said apparatus includ 
ing conveyor means for continuously advancing 
paired blank sections in predetermined spaced 
relationship, spaced normally stationary means 
between which the paired blank sections advance 
for folding the Outer wing portion of each blank 
Section in Wardly along its botto; in collapsing fold 
line during advancing movement of said paired 
blank sections along said conveyor means, spaced 
adhesive-applying means between which the 
paired blank sections advance relatively station 
ary to said conveyor means operative to apply 
adhesive to each of said end wall panels during 
advancing movement of said paired blank sections 
along said conveyor means, and Spaced normally 
stationary means between which the paired blank 
Sections advance for folding each of said end 
Wall panels into adhesive contact with the ad 
jacent end wall securing flap during advancing 
movement of said paired blank sections along Said 
conveyor means. 

15. Apparatus for assembling paperboard boxes 
from paired severably connected blank sections, 
each blank section having a pair of side Wall 
panels, a bottom panel hingedly connected to said 
side wall panels, a pair of end Wall panels and 
a pair of end wall panel Securing flaps hingedly 
connected to and projecting from the ends of said 
side Wall panels, the bottom panel and end Wall 
panels of each blank section having a box-col 
lapsing fold line therein, said apparatus includ 
ing a supporting table, conveyor means Supported 
on said table, means for driving said conveyor 
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means to continuously advance paired blank sec 
tions in predetermined Spaced relationship along 
Said table, a feed roller for feeding blanks Suc 
cessively to Said conveyor means, a turning-in 
device positioned adjacent one side of said con 
veyor means for folding a side wall panel of one 
of Said paired blank sections over the other side 
wall panel of the blank section along its bottom 
collapsing fold line, a turning-in device positioned 
adjacent the opposite side of said conveyor means 
for folding the side wall panel of the other blank 
section over the other side wall panel thereof 
along its bottom collapsing fold line, and means 
for retaining said paired blank sections in fixed 
position on said conveyor means during the side 
Wall panel folding Operation. 

16. Apparatus for assembling paperboard boxes 
from paired, severably connected blank sections, 
each blank Section having a pair of side wall 
panels, a bottom panel hingedly connected to said 
side Wall panels, a pair of end wall panels and 
a pair of end wall panel securing flaps, hingedly 
connected to and projecting from the ends of said 
side Wall panels, the bottom panel and end wall 
panels of each blank section having a box-col 
lapsing fold line therein, said apparatus includ 
ing, Spaced means between which the paired blank 
Sections advance for folding the outer wing por 
tion of each blank section inwardly along its box 
collapsing fold line, a Supporting table, conveyor 
means supported on said table, means for driving 
said conveyor means to continuously advance the 
wing-folded, paired blank sections in predeter 
mined spaced relationship along said table, spaced 
glue applicators between which the folded paired 
blank sections advance for applying a strip of 
adhesive to the inside face of each of said end 
Wall panels during advancing movement of said 
paired blank sections along said conveyor means, 
spaced turning-in devices between which the 
paired blank Sections advance for folding each 
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of said end wall panels into adhesive contact Witll 
the adjacent end wall securing flap during ad 
vancing movement of said paired blank sections 
along said conveyor means. 

17. Apparatus for assembling paperboard boxes 
from paired severably connected blank sections, 
each blank section having a pair of Side Wall 
panels, a bottom panel hingedly connected to Said 
side wall panels, a pair of end Wall panels and 
a pair of end wall panel securing flaps hingedly 
connected to and projecting from the ends of 
said side wall panels, the bottom panel and end 
wall panels of each blank section having a box 
collapsing fold line therein, said apparatus in 
cluding a Supporting table, a blank advancing 
conveyor supported on said table operative to 
continuously advance paired blank Sections in 
predetermined Spaced relationship along said table, 
Spaced means between which the paired blank 
sections advance for folding the outer wing por 
tion of each blank Section in Wardly along the 
bottom collapsing fold line during advancing 
movement of said paired blank sections along Said 
conveyor, a second supporting table, a conveyor 
supported on said second table for advancing the 
wing folded paired blank sections in predeter 
mined spaced relationship along said Second table, 
spaced glue applicators between which the wing 
folded paired blank sections advance for applying 
a strip of adhesive to each of said end wall panels 
during advancing movement of said paired wing 
folded blank sections along said Second conveyor, 
Spaced turning-in devices between which the 
paired blank sections advance for folding each 
of said end Wall panels into adhesive contact with 
the adjacent end wall securing flap during ad 
Wancing movement of Said paired blank Sections 
along said second conveyor, and means for driving 
Said conveyors in Synchronism. 
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