
Oct. 1, 1963 .L., E. LA BOMBARD 3,105,419 
ADHESIVE APPLYING APPARATUS AND METHOD 

Filed Sept., 9, 1960 2 Sheets-Sheet l. 

84 43 8O INVENTOR. 
4. LEONE, LABOMBARD 

BY 

72ea-loru 72ea-14-01/ 
ATT'ORNEYS 

  



Oct. 1, 1963 L., E. LA BOMBARD 3,105,419 
ADHESIVE APPLYING APPARATUS AND METHOD 

Filed Sept. 19, 1960 2-Sheets-Sheet 2 

SAS 

Szé526 NNNéAN&S - 
66 62 9. 10 

SS 23Sis-A-SS AE2 salaaZaA a 121442 
NYNNYN 

iO7 
: Fig 12. 

O4 79 YO2 INVENTOR. 6 E6, EZABoMBARD 
BY 

Y . 7Paala-e-r- Y- 72ea 14-01 
Fia. 11. ATT'ORNEYS 

  

  

  

  

  

  

  

    

  

  

  

  



United States Patent Office 
E. 

3,105,459 
A: ESEVE APPLYNAPPARATUS AND METECD 
Eleon E. La Sembard, 45 Coastaad St., Nasiatsa, N.H. 

Fied Sept. 19, 1960, Ser. Ne. 56,903 
E3 Cainas. (C. S3-52) 

This invention relates to an improved apparatus and 
method for sealing the glue laps of collapsed, tubular, 
folding cartons with fast setting, thermo type adhesives. 

In the folding carton art it has long been customary to 
advance a plurality of fiat box blanks individually and 
successively along the paper line of a box folding na 
chine, to apply adhesive to the glue laps by means of a 
conventional adhesive pot and to then overfoid the outer 
wall panels on the second and fourth creases to form a 
collapsed tubular carton. The adhesive used has been 
slow-setting whereby the adhesive could be applied when 
the blank was fiat and the adhesive would not set before 
the wall panelis could be overfoided, the overifolding oper 
ation usually requiring ten or more feet of blank travel 
and one or more seconds of time. 
Of recent years there has been in increasing demand 

for special coated cartons, in place of the well known 
wax coatings, and especially for polyethylene coatings. 
Polyethylene coated cartons cannot usually be satisfac 
torily sealed with conventional adhesives. They can, 
however, be perfectly sealed by the use of fast setting 
thermo type adhesives, if the surfaces to be adhered can 
be brought together before the adhesive sets, that is in a 
fraction of a second such as 4 or /8 second. 
An object of this invention is to provide an apparatus 

and method for roller activating an adhesive on, or 
roller applying an adhesive to the glue lap of cartons ad 
vancing through a folding machine when the cartons 
are substantiaily folded into collapsed tubular form on 
the first and third creases thereof so that only 5 to 10 
degrees of overfeld remains to be accomplished thereafter. 
This final overfold consumes only a fraction of a second 
and permits the use of very fast setting adhesives. 

Another object of the invention is to provide a machine 
for forming collapsed tubular boxes in which the box 
blanks are over-folded substantially into a flat tube on 
the first and third creases thereof in a major folding zone, 
a strip of fast setting adhesive is roller transferred and 
metered onto the glue laps within a narrow opening at 
the edge of the tube and the tube then immediately pressed 
into flat sealed configuration. 
A further object of the invention is to provide a novel 

adhesive pot for roller applying a metered strip of ad 
hesive to Substantially flat tubular cartons, the pot being 
air sealed, heated and including a driven adhesive apply 
ing disc, slightly inclined from the horizontal, whereby 
the low side is immersed in the adhesive and the high side 
projects into a narrow opening at an edge seam in blanks 
advanced thereby. 

Still another object of the invention is to provide a 
machine for rollier applying fast setting thermo type ad 
esive to the gile laps of polyethylene coated collapsed 

tubular cartons just before the cartons are pressed into 
fiat, tubular shape on the first and third creases thereof, 
thereby adhesively uniting the side edge of the flat col 
lapsed carton in an extremely short path of blank travel. 
A still further object of the invention is to provide an 

adhesive pot with an adhesive applying disc, slightly 
tilted from the horizontal, in combination with a panel 
Supporting Sword arranged to maintain a narrow side 
edge opening in collapsed tubular blanks to receive the 
adhesive applying portion of the disc as the blanks travel 
past the adhesive pot. 
A still further object of the invention is to provide 

means for roller applying a fast setting, hot melt, ad 
hesive composition into a longitudinal edge opening of 
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nearly overfolded, coated, box blanks for adhesively unit 
ing the blanks into collapsed, tubular boxes in combina 
tion with a panel supportnig sword, glue lap and panel 
guides and means for controlling the thickness of the 
adhesive coating whereby the boxes are flat, collapsed 
tubes before the adhesive has time to set. 

Other objects and advantages of the invention will be 
apparent from the claims, the description of the drawings 
and from the drawings in which 

FiG. 1 is a diagrammatic plan view of a machine in 
corporating the invention, 

FIGS. 2-8 are diagrammatic end views of the succes 
sive folding and adhesive applying steps accomplished by 
the inachine of FG. 1, 

F.G. 9 is an enlarged top plan view of the adhesive 
applying means of the invention, and 

FiG. 10 is an end view in section on line 10-10 of 
FIG. 9, 

FIG. 1 is a fragmentary view of a modification, simi 
lar to FIG. 10, but on an enlarged scale, and 

FIG. 12 is a fragmentary side view, in section, of the 
doctor blade means of the invention. 

in F.G. 1 a machine 2G is illustrated of a type well 
known in the art and designed to overfold a plurality of 
flat box blanks such as 2, individually and successively 
into flat, collapsed, tubular boxes, or cartons, 22 and to 
adhesively unite the glue lap of each carton to the fourth 
wall panel thereof. In conventional folding machines the 
adhesive applying zone is usually ciose to the feed Zone 
in order to apply a coating of adhesive to the glue lap, 
and sometimes to a corresponding strip on the fourth 
panel, while these elements are stili flat on the paper line. 
In the machine 23, of this invention, however, the ad 
hesive applying zone 23 is located in rear of a major fold 
ing Zone 24 and just in advance of a minor folding Zone 
25. The term “major folding Zone' as used herein is 
intended to mean a longitudinally extending portion of the 
paper line 25 wherein the glue lap and third and fourth 
panels of the blanks 25 are overifolded laterally on the 
first and third creases respectively through arcs of con 
siderably more than 90 and preferably through arcs of 
at least 160, into substantially coilapsed tubular form. 
In the major folding zone, therefore, the blanks are over 
folded through the major portion of an angle of 180 
and nearly through the entire angle of 180°. The term 
"minor folding Zone' as used herein is intended to mean 
that portion of the paper line 26 in which the blanks are 
further folded through the remaining portion of an 
angle of 180 until the blanks have become flat, collapsed, 
tubular cartons, as at 22. 
The feed Zone 27 and the stacking zone 23 may be 

part of machine 20 or may be separate machines, both 
being well known in the treade and forming no part of 
this invention. Each flat box blank 2 includes first, 
Second, third and fourth crease, or score lines 3, 32, 33 
and 34 which extend longitudinally thereof and define a 
glue lap 35 and first, second, third and fourth wall 
panels 36, 37, 38 and 39. There may also be leading and 
trailing flaps on each blank 22 for serving as a bottom 
and a top for the box but these have not been shown for 
clarity. it will be understood that the bianks 2E in the 
prior art were formed into collapsed, tubular shape by 
overifolding the outer panels 36 and 39, on the second 
and fourth crease lines 32 and 34 to overie the inner 
panels 37 and 38, the glue lap 35 being glued to the outer 
edge portion of wall panel 39. Such overfolding may be 
accomplished by twisted folder belts while the banks are 
advanced by the frictional grip of upper and lower car 
rier belts in an untimed manner and with a high speed 
flow. it has been found to be relatively slow and un 
Satisfactory fo attempt to adhesively unite coated car 
tons with a hot melt adhesive when the blanks are folded 
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in this manner for the reason that the adhesive must be 
applied too early in the folding operation and tends 
to set before the fold can be completed. 

In this invention the fiat blanks 21 are, therefore, over 
folded on the first and third crease lines 3 and 33 So 
that inner panel 38 and outer panel 39 overlie inner panel 
37 and outer panel 36 with the glue lap 35 overifolded be 
neath the outer edge portion of outer panel 39. The 
blank advancing means 43 in the major folding Zone 24 
includes at least one pair of opposed upper and lower 
friction carrier belts 42 and 43 preferably laterally aligned 
to engage the blanks 21 along the Second crease line 32. 
The blanks 21 received from feed zone 27, individually 
and successively in a known manner are thus advanced 
individually and successively, in untimed relation, through 
zone 24 and into adhesive applying zone 23. A twisted 
folder belt 44 is provided in the major folding Zone 24 
to overfold the panels 38 and 39 of the blanks 21 through 
an arc of at least 170 and preferably to overfold the 
panel 38 through the entire overfold arc of 180. An 
other twisted folder belt 45 is provided, in major folding 
zone 24, to overifold the glue lap 35 through an arc of at 
least 160° to 170 and thereby create a nearly completed 
collapsed tubular box to which adhesive has not yet been 
applied. The twisted folder belts 44 and 45, together 
with the conventional drive pulleys, idler pulleys and 
power trains, not shown in detail since they are well 
known, comprise the major folding means 46 in the 
major folding zone 24. 

Panel support means S8 extends -longitudinally of the 
major folding zone 24 and the adhesive applying Zone 23 
in the form of an elongated Sword, or bar, 5i supported 
at one end 52 on the frame 53 of machine 20 and unsup 
ported at its free terminal end 54. Preferably the sword 
51 is laterally aligned with the path of the portion of the 
outer panel 36 just inside the nearly overfolded glue lap 
35, and just above the upper face 55 of the panel 36. In 
this position the sword 5 intercepts the outer panel 39 
as the panel 39 is overifolded through 180 by the belt 
44 and maintains a longitudinal side edge opening 56 in 
each successive blank as the blank enters Zone 23. Each 
panel 39 is thus supported at a fold angle of about 170 
relative to the first panel 36 while the panels 37 and 38 are 
in flatwise engagement with each other as shown in FIG. 
6. At this point the glue lap 35 has been overifolded 
through an angle of at least 160 so that it has been 
caught under the outer edge portion 57 of panel 39 and 
so that the edge 56 is of recumbent W configuration. 

Adhesive roller applying means 60 is provided in the 
zone 23 for roller applying a layer of liquid adhesive to 
glue lap 35 just in advance of the minor folding zone 25. 
Means 60 comprises an adhesive pot 61 mounted on the 
frame 53 at one side of the longitudinal path of blanks 21 
along paper line 26. The housing 62 of pot 6 includes 
an adhesive reservoir 63 for containing a fast setting, 
thermo type adhesive such as "Thermo-Grip' a hot melt 
adhesive made by B. B. Chemical Company, Cambridge, 
Mass., and an aperture 64 in one wall 65 of the housing. 
Suitable electric resistance heating elements 66 are con 
tained in housing 62 for maintaining the liquid adhesive 
in reservoir 63 at well above the melting point of the com 
position. The reservoir 63 is filled with hot melt adhe 
sive, with no air space above the level of the liquid, to 
prevent oxidation. It is fed with adhesive through con 
duit 67 by controlled pumping from an extruder not 
shown, all in a manner well known in the art and similar 
to a conventional plastic extrusion machine. A shaft 68 
is journalled in the top of housing 62 to revolve on an 
axis slightly inclined from the vertical, for example, 10 
from the vertical. A drive gear 69 is fixed to the end 7. 
of shaft 68 outside housing 62, and is driven by any suit 
able power train connected to the drive mechanism of the 
machine 20, in a manner well known in the art and, 
therefore, not shown. 
A rotary adhesive applicator 72, forms part of means 60 
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and projects over the path of the blanks 25, along paper 
line 26 to roll transfer adhesive from reservoir 63 to the 
overfolded glue laps 35 of each successive blank advanced 
through the Zone 23. Preferably applicator 72 is a fiat 
disc 73 fixed to the end 74 of shaft 68 within housing 62 
and rotatable in a plane slightly inclined from the hori 
zontal, for example, 10 from the horizontal. The low 
side 75 of the tilted disc 73 is below the level of the ad 
hesive in reservoir 63 whereby the disc rim portion 76 is 
supplied with a coating of the liquid adhesive. The high 
side 77 of the tilted disc 73 extends through the aperture 
64 and projects beyond the wall 65 to transfer the adhe 
sive coating to the glue laps of the blanks, within the longi 
tudinal edge openings 56 thereof. The rim portion 76 
is provided with a bevelled edge 78 having at least one 
annular, perpiheral coating face 79 langularly disposed 
relative to a plane normal to the axis of the disc 73 and 
arranged to coat the glue laps 35. Preferably, however, 
the edge 78 is double bevelled with an isosceles triangu 
lar cross section and with a peripheral coating face 81 as 
well as the coating face 79 whereby the underface of the 
panels 39 may be coated if, and when, desired. 

Final folding means 82 is provided in the minor folding 
zone 23 in the form of a folder bar 83 mounted on frame 
53 and extending longitudinally from disc 73 through the 
zone 25. A lower carrier belt 84 is also provided in 
zones 23 and 24 for supporting the blanks on one side 
thereof while the blanks are advanced through zones 23 
and 24 by the frictional grip of the opposed upper and 
lower carrier belts 85 and 86 on the other side of the 
blanks. The belts 84, 85 and 36 are synchronized with 
the carrier belts 42 and 43, and the twist belts 44 and 45 
to advance the blanks through the machine 20 at a sped 
of about ninety blanks per minute and deliver the blanks 
as completed, collapsed tubular cartons into the stacking 
zone 28. The longitudinal edge opening 56 in each blank 
is closed so rapidly, after the adhesive is applied to the 
glue lap 35, for example in about Ao of a second and in 
about ten inches of blank travel, that a fast setting ad 
hesive will not set before the blank is completely flat and 
collapsed. 
As shown in FIGS. 9 and 10 a pair of longitudinally 

extending back-up faces 90 and 9i are preferably pro 
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vided in the adhesive applying zone 23 for guiding the 
glue lap 35 and the corresponding portion of panel 39 into 
coating contact with the angular faces 79 and 8 of the 
adhesive disc 73. The face 90, is formed on a back-up 
Sword 92, having one end 93 mounted on frame 53 and 
the other end 94 free and unsupported. The face 91, 
is formed on a back-up sword 95, which can be a sep 
arate member if desired, but which, for convenience, is 
shown as integral with the sword 51 and supported 
thereby. 
As shown in FIG. 11, when it is desired that only the 

glue lap 35 be coated with adhesive the back-up sword, or 
guide, 90 is raised slightly away from the face 81 of the 
disc 73 and a panel supporting sword 96, corresponding to 
Sword SE, is mounted on adhesive pot 61 to mask face 
8 and prevent the coating thereof. As best shown in 
FiG. 9 doctor blade means 98 is carried by housing 62 
of the adhesive pot 6: just inside the aperture 64. Means 
98 preferably is in the form of a single blade 99, having a 
slot 09 which conforms in interior configuration to the 
exterior configuration of the disc rim portion 76 includ 
ing the beveled edge 78. Thus the beveled interior edges 
61 and 102 of the slot 100 scrape the bevelled faces 79 
and 81 of the disc 73 and the parallel interior edges 103 
and 104 of the blade scape the parallel faces 105 and 106 
of the disc. The blade 99 is slidable toward and away 
from the disc 73, and fixed in place by suitable set screw 
167, thereby varying the space between the edges 101 and 
162 and the face 79 and 84 to meter the thickness of the 
adhesive coating thereon. The means 98, also prevents 
leakage of the adhesive from the reservoir and tends to 
prevent the admission of air through the aperture 64. 
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This invention is illustrated on a box folding machine 
of the folder belt type but it is not intended to be limited 
to the same. The inventive concept can be applied to 
machines of the carrier chain type and to machines which 
use other than twisted belts for folding. it can also be 
ised to sea already flattered collapsed, tubular cartons 
by arranging the sword 51 to create a longitudinal edge 
opening 55 thereon prior to arrival of the blanks at the 
disc 73. The tilted disc 73 and the side edge Sealing de 
scribed above have been found to result in practically per 
fect adhesive uniting and seating of coated blanks with 
fast setting adhesives. Applying hot melt adhesives to 
the banks while the panel 39 is folded through only a 
90° angle or attempting to apply the hot melt adhesive 
when the blanks are folded on the second and fourth 
creases nearly through an angle of 180° increases the 
dwell of the adhesive on either the blanks or the adhesive 
applicator, tends to permit the adhesive to set before the 
banks can be fully folded or requires projection applica 
tion of adhesive with its dripping and plugging problems. 
The essence of this invention is the concept of Sealing 

flat tubular cartons when the glue lap and third and 
fourth panels have been substantially overfolded through 
a one hundred eighty degree angle on the glue lap, or 
first crease, and on the third crease to Substantially over 
lie the first and second panels. While prefer to ad 
vance the blanks in a horizontal plane, it will be under 
stood that they could be advanced in a vertical plane, or 
upside down, by known means. Similarly while prefer 
to use adhesive applicator means 69 for hot melt adhe 
sives, there are blank coatings which themselves are ad 
hesive when melted. in such case, the sealing means can 
be simply the applicator 72, as shown diagrammatically 
in FIG. 6, with both faces 79 and 82 heated to well above 
the meiting point of the coating by means. Such as 65 
(FIG. 11) or any other convenient means. This the 
coatings on each successive blank will be remelted to an 
adhesive state at the longitudinal edge space, gap or open 
ing 56 and the glue lap and panels then pressed into final 
fold form in the minor overifolding zone. 

claim: 
1. A machine for forming collapsed tubular boxes from 

flat box banks of the type having a first, second, third 
and fourth crease defining a glue lap and a first, second, 
third and fourth wall panel, said machine comprising 
means for advancing a plurality of said blanks individu 
ally and successively along a longitudinal path through a 
major folding zone, an adhesive applying Zone and a 
minor folding zone; major folding means, in Said major 
folding zone, for overfolding each successive blank Sub 
stantially into collapsed tubular form with the glue lap 
and the third and fourtin panes substantially overifolded 
on said first and third creases respectively to substantially 
ovarie the first and second panels thereof; panel support 
means in said adhesive applying zone, in the arcuate fold 
ing path of the overfolded fourth wall panel of each suc 
cessive blank for supporting said panel at a spaced dis 
tance from said overifolded glue lap and from the first 
panel thereof to maintain a longitudinal side edge open 
ing between the overfolded glue lap and said overifolded 
fourth panel; adhesive roller applying means in said ad 
hesive applying zone, said means including a heated, air 
sealed, adhesive pot having a driven rotary adhesive ap 
plicator projecting into said blank path and into the said 
longitudinal side edge opening of each Successive biank 
for roller transferring a coating of adhesive to the over 
folded glue lap thereof and final folding means in said 
minor folding zone for folding and pressing said fourth 
panel onto said glue lap for adhesively uniting the same 
and forming a completed tubular box. 

2. A machine as specified in claim 1 wherein the 
means for advancing said banks through said adhesive 
applying Zone comprises opposed upper and lower carrier 
belts in frictional engagement with the overfoided second 
and third wall panels of each said blank. 
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3. A machine as specified in claim 1 wherein said panel 
support means comprises a longitudinally extending Sword 
laterally aligned with the path of the said longitudinal 
side edge openings in each successive blank for masking 
the adjacent underface of the fourth panels thereof from 
said adhesive applicator. 

4. A machine as specified in claim 1 wherein said panel 
support means comprises a longitudinally extending Sword 
having two angularly related, flat, upper faces, one face 
laterally aligned with the path of said overfolded glue lap 
for backing up the same and the other face laterally 
aligned with the path of a portion of said fourth panel 
just inside said side edge opening for supporting said 
panel. 

5. A machine as specified in claim 1 wherein the rotary 
adhesive applicator of said adhesive applying means is a 
discus shaped adhesive wheel rotating in a plane slightly 
inclined from the horizontai with the lower side thereof 
air sealed within, and below the level of the adhesive in, 
said pot and the higher side thereof projecting into the 
path of the longitudinal side edge openings of said blanks. 

6. A machine as specified in claim 1 wherein said ad 
hesive applicator is a flat disc air sealed within said ad 
hesive pot and having a pair of outwardly extending, bevel 
edge faces at the rim thereof, a peripheral portion of said 
rim extending outside said pot and being adapted to simul 
taneously apply a layer of adhesive to the faces of said 
glue lap and fourth panel in the longitudinal side edge 
opening of said blanks. 

7. A machine as specified in ciaim 1 plus a pair of Ion 
gitudinally extending back-up swords, each laterally 
aligned with the longitudinal side edge openings of said 
blanks and arranged to back-up the glue lap and fourth 
panel of said blanks while adhesive is applied thereto by 
said adhesive applicator. 

8. Apparatus for sealing coated box blanks into col 
lapsed tubular form, as said blanks are advanced indi 
vidually and Successively along a path through the over 
felding zone and adhesive applying zone of a box form 
ing machine, said apparatus comprising means for over 
foiding the glue lap on the first crease and the third and . 
fourth panes on the third crease of each bank in said 
overifolding Zone; panel support means in said overifolding 
Zone extending through said adhesive applying zone, said 
panel support means being in the folding path of the termi 
nai edge portion of each fourth panel of said blanks to 
intercept the same and Support said panel at a spaced angu 
lar distance of about 10 degrees from the overfolded glue 
lap of the Said blank and adhesive roller applying means 
in said adhesive applying zone, said means including a 
roller adhesive applicator extending laterally into the said 
Space between said overfolded fourth panel and glue lap 
for rollier transferring a coating of adhesive thereto where 
by adhesive is applied to the overfolded glue laps of said 
blanks just before the completion of the overfolding of 
the panes thereof into collapsed tubular form. 

9. A combination as specified in claim 8 wherein said 
adhesive applying means includes a substantially air 
Sealed adhesive reservoir for a hot melt, adhesive compo 
sition and heating mechanism for maintaining the compo 
Sition in said reservoir at a temperature above the melt 
ing point thereof and an adhesive applicator including a 
disc rotatable in a nearly horizontal plane with the lower 
side thereof Sibstantially air sealed within said reservoir 
and the higher side thereof projecting outside said reser 
voir into said space and drive means for rotating said disc. 

10. The method of adhesively uniting polyethylene 
Coated blanks into flat collapsed tubular cartons by means 
of fast Setting, thermo type adhesives, said method com 
prising the steps of advancing said blanks individually 
and Successively along a path through an adhesive apply 
ing Zone; substantially overfolding the glue lap of each 
Said blank on the first crease and the third and fourth 
panels of each said blank on the third crease through fold 
angles of about 170, in advance of said adhesive ap 
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plying zone, to thereby create a longitudinal extending, 
side edge opening of about 10 of fold along the over 
folded glue lap portion of said blanks; maintaining said 
opening while roll transferring and metering a coating of 
fast setting, thermo type adhesive to the glue laps of each 
successive blank, within said longitudinal opening, in said 
adhesive applying zone and then flattening each succes 
sive blank into a collapsed tubular carton as said blank 
leaves said adhesive applying zone. 

11. A machine for forming collapsed tubular boxes 
from flat box blanks of the type having a first, second, 
third and fourth crease defining a glue lap and a first, 
second, third and fourth wall panel, said machine.com 
prising means for advancing a plurality of said blanks 
individually and successively along a longitudinal path 
through a major folding zone, an adhesive applying Zone 
and a minor folding Zone; major folding means, in said 
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major folding Zone, for overfolding each successive blank . 
Substantially into collapsed tubular form with the glue 
lap and the third and fourth panels thereof folded through 
arcuate paths of at least 160 degrees on said first and 
third creases respectively; panel support means in said 
adhesive applying zone, in the arcuate folding path of 
the fourth wall panel of each successive blank for sup 
porting said panel at a fold angle of about 170 degrees 
relative to the first panel thereof to maintain a longitu 
dinal side edge opening between the overfolded glue lap 
and said overfold fourth panel; adhesive roller applying 
means in said adhesive applying zone, said means includ 
ing a substantially air sealed, heated adhesive pot having 
a driven, adhesive transferring disc rotating in said pot 
and having a peripheral portion projecting over said blank 
path and into the said longitudinal edge opening of each 
Successive blank for transferring a coating of adhesive to 
the overfolded glue lap thereof and final folding means 
in said minor folding zone for folding and pressing said 
fourth panel onto said glue lap for adhesively uniting the 
Same and forming a completed tubular box. 

12, Apparatus for folding and sealing coated box 
blanks into collapsed tubular form, the coating of said 
blanks being adhesive when heated to the melting point 
thereof, said apparatus comprising means for advancing 
said blanks individually and successively along a path 
through a major overfolding zone, a sealing zone and a 
minor overifolding Zone; folding means along said path 
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8 
in said overfolding zone for substantially overfolding the 
glue laps of said blanks on the first crease and the third 
and fourth panels of said blanks on the third crease to 
substantially overlie the first and second panels thereof; 
panel Support means mounted along said path in said 
overfolding and sealing zones, said panel support means 
being in the overfold path of each said fourth panel to 
intercept and support the same with a longitudinal side 
edge gap between said overfolded glue lap and said over 
folded fourth panel; sealing means along said path in 
Said Sealing Zone, said sealing means including heating 
means extending into the longitudinal edge gap of each 
Successive blank for remelting, to adhesive state, the coat 
ing on, the opposed faces of said glue lap and fourth pan 
el desired to be sealed and minor overfolding means in 
Said minor overfolding Zone for folding and pressing said 
glue lap and fourth panel together to finally and firmly 
Seal said blanks into collapsed tubular form. 

13. The method of adhesively uniting coated blanks 
into flat, collapsed, tubular cartons while said blanks are 
advancing along a path which method comprises the 
steps of first Substantially overfolding the glue lap and 
the third and fourth panels of each said blank, individ 
ually and successively, on the first and third creases there 
of, into collapsed tubular form, with the coated face of the 
overfolded glue lap in close proximity to the correspond 
ing coated face of the overfolded fourth panel, but un 
connected thereto; then temporarily maintaining a nar 
row side edge opening between said overfolded glue lap 
and fourth panel while applying heat, from within said 
opening, to the coatings on the said faces to activate the 
Same to an adhesive state and finally, completing the fold 
ing and sealing of said blanks into flat tubular cartons, 
by applying pressure along said faces to seal the glue lap 
edges of said cartons. 
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