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To all whom it may concern. 
Be it known that I, JoHN STOGDELI, 

STOREs, a citizen of the United States, and 
resident of Spring Walley Farm, Hunting Montgomery 
and State of Pennsylvania, have invented 
certain new and useful improvements in 
the Art of Producing Tight-Wrapped Pack 
ages for Preserving Commodities, of which 

0 the following is a specification. 
This invention relates to the art of pre 

serving commodities and more especially to 
the production of improved sealed packages 
which effectively protect the commodity 

5 from a change in moisture content. 
More particularly described the invention 

relates to tight-wrapped packages and pro 
vides for applying a sealed wrapper with an 
adhesive substance which is at the same time 

0 an effective moisture barrier, with due re 

:0 

gard to various requirements of the com 
mercial packaging art, as sufficiently ex 
plained below. 
A great variety of commodities, such for 

example as food products, including crack 
ers or biscuits, cereals, in comminuted, gran 
ular or other forms, non-cereal food prod 
ucts, and various tobacco products, are now 
packed in boxes or cartons of paste-board 
or fiber board, of moderate size, for retail 
vending. In a class of packages now in 
great demand the outer surface of the car 
ton is printed, or the carton is enclosed in 
a wrapper, which is usually printed on its 
outer face with the desired advertising mat 
ter, trade-marks and other commercial in 
dicia, the wrapper providing in many cases, 
for various reasons, the most desirable means 
for applying and displaying such printed 
matter and indicia upon the completed pack 
age. In the approved class of packages 
known as tight-sealed-wrapped packages 
the printed wrapper is pasted or secured 
over substantially the entire surface of the 
carton by an adhesive which is usually a 
glue in which water is the solvent. 

In very many cases it is desired to pre 
vent entirely or substantially, a change in 
the moisture content of the commodity, that 
is to prevent the commodity from either 
gaining or losing moisture after the pack 
age is completed and before it can be uti 

lized by the consumer. For instance, in the 
case of many food products, such as biscuits 
and cereals, it is desirable to furnish them 
to the consumer in a very dry, crisp. condi 
tion, and in packaging such goods the ob 
ject is to prevent the commodity from gain 
ing moisture, while in other cases such as 
raisins and other food products, and many 
classes of tobacco products, the commodity 
when completed and packaged contains a 
certain amount of moisture, and it is desired 
to prevent loss of the moisture content prior 
to use. Tight-wrapped packages as so far 
described, while satisfactory in many cases 
where a change in moisture content is im 
material, do not satisfactorily prevent in 
crease or decrease of the moisture content; 
in other words, such packages are not satis 
factorily moisture-proof. If it is attempted 
to make such a package more or less mois 
ture-proof by using a so-called water-proof 
glue, the result is unsatisfactory because it 
is difficult to provide a suitable glue which 
is really water-proof after drying and such 
glues moreóver having water as the solvent 
or liquid medium, - give up this water in 
drying, and the carton and the enclosed 

dy necessarily absorb a consider 
808 
tial change in the commodity moisture con 
tent occurs very quickly after the packag 
ing operation. s 

It has been proposed to protect the pack 
age, by applying an outer wrapper which 
is treated to render it more or less moisture 
proof, for instance, the outer wrappers are 
of such material, as glacine paper, or waxed 
paper. Such papers are thin and, as dis 
tinguished from a mere surface coating, are 
substantially impregnated with the water 
proofing oil or wax. In addition to the 
obvious added cost of an outer wrapper, 
such wrappers, although more or less trans 
parent, necessarily obscure to a consider 
able extent and often to a prohibitive extent, 
the printed insignia on the carton or inner 
wrapper; it is difficult or impossible to cause 
such treated wrappers to adhere to the pack 
age by the use of ordinary adhesives; it 
has been proposed to apply waxed wrappers 
by heating the wrapper along overlapping 

art of this moisture so that a substan 
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and act as an adhesive, but such Wrappers 
are not tight-wrapped or sealed all over the 
outer surface of the carton; the waxed 
wrappers cannot be printed satisfactorily; 
if printed wrappers are paraffined accord 
ing to usual methods the cost is greatly in 
creased; and wrapper paper paraffined in 
the ordinary way is objectionably greasy or 
waxy to the touch and tends to accumulate 
dust and dirt. Moreover, these methods of 
sealing by heating along the joints or mar 
gins provides for no adhesion of the wrap 
per, except in limited strips or Zones. If the 
wrapper is torn at any free point air is ad 
mitted and the commodity may absorb or 
discharge moisture, and the liability of tear 
ing is considerable because large areas of 
the outer wrapper are unsecured and are more 
or less loose and, therefore, easily ripped or 
punctured in handling. 
So far as I am aware no successful at 

tempts have been made to water-proof pack 
ages by treating the wrapper before appli 
cation to the package, because if the paper 
is so treated before printing, the printing 
operation is rendered difficult or entirely im 
possible, and if treated after printing the ap 
pearance of the wrapper is altered by im 
pregnation with the moisture-proofing ma 
terial, the surface is rendered oily or greasy 
and dirt-attracting, and difficulties inap 
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plying and securing, such a wrapper will be 
experienced as in the case of an ordinary 
waxed wrapper, above referred to. 
According to another plan, a package, 

ordinarily produced, has been dipped into or 
brushed with wax or similar material, but 
such methods are unduly costly; they leave 
the package unevenly coated with oily or 
waxy material which is disagreeable to the 
touch, tends to accumulate dust, stains the 
wrapper and obscures the printing more or 
less, and in general these packages and 
methods are impracticable formany purposes 
and unless extreme conditions are to be met. 
On account of the conditions brieflv men 

tioned above, and other conditions affecting 
packaging operations, too numerous to ex 
lain in detail, as far as I know, no satis 
actory moisture-proof package of the gen 

eral class described has ever been economi 
cally produced on a commercially practicable 
scale, and this is due to the very complex 
problem presented by the various conditions 
mentioned. By long familiarity with the 
packaging art, study and experiment, I have 
provided a satisfactory solution of the prob 
lem, as disclosed herein. 

Briefly described, in general terms, the 
invention consists in utilizing the ordinary 
embryo package or carton containing the 
commodity and any suitable or ordinary 
printed wrapper of any ordinary or suitable 
grade of paper, Gly paper of moderate 
thickness which when printed on one side 

481.75 

presents a suitable decorative or attractive 
appearance for commercial purposes. One 
suitable form of wrapper is the now well 
known and typical sealed-Wrap wrapper, cut 
with marginal or end flaps so that when ap 
plied the main sides or faces of the carton 
are covered with a single thickness of the 
body portion of the wrapper with one mar 
ginal overlap and the ends are covered by 
the end flaps which have at least a mar 
ginal overlap or one of the end flaps is cut 
so as to cover substantially the entire end 
of the carton, thus providing a complete 
wrapper enclosure for the carton. Machines 
have been developed for handling such car 
tons and wrappers automatically on a com 
mercial production basis. 
For commercial production methods the 

wrappers are necessarily arranged in a 
group or stack and it is necessary to sep 

) 

85 
arate individual wrappers from the stack 
for association with the individual cartons. 
It is practicable to separate the individual 
wrappers when they are of an ordinary kind, 
that is consisting simply of a printed paper 
sheet with the paper untreated with wax or 
other water-proofing material, whereas new 

) 

and more difficult problems are involved if . 
it is attempted to handle waxed or similarly 
treated wrapper sheets. After the indi 
vidual wrappers are separated from the 
stack an adhesive is applied to the wrapper 
prior to its association with the carton, and 
instead of using the ordinary adhesive, such 
as glue, I apply to the inner or unprinted 
face of the wrapper adjacent to the point 
where the wrapper is to be associated with 
the carton, and as briefly as possible before 
such association occurs, a moisture-proof 
adhesive which may best be described con 
cisely as a “wax,” in heated arid melted 
condition so that the wax may be properly, 
quickly and freely distributed over the en 
tire face of the wrapper, the amount of wax 
applied being sufficient to form a layer of 
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ample and substantial thickness. The carton. 
and wrapper are then brought into contact, 
this being conveniently termed an initial or 
assembly contact, with one face of the carton 
in engagement with a part of the coated sur 
face of the wrapper, careful attention being 
paid when necessary, as in the case of an 
especially contoured or cut sealed-wrap 
wrapper, to registration, that is the exact 
location of the carton upon the wrapper so 
that subsequent folding and wrapping op 
erations may result in the correct and com 
plete enclosure of the carton, 
The initial contact between the carton and 

wrapper is effected while the wax is still in 
a soft or viscous condition from retained 
heat, or whenever necessary or desirable 
provision may be made for maintaining a 
heated zone adjacent to the wrapper during 
its travel from the wax applying point to 
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the assembly point, or heat may be applied 
to the wrapper or in the neighborhood of the 
waxed surface immediately adjacent to the 
assembly station, and similar provisions may 
be made during subsequent wrapper apply 
ing or folding and pressing operations to in 
sure the proper adhesion of all parts of the 
wrapper to the carton surfaces. 

After initial assembly the folding of the 
wrapper on the carton is completed in more 
or less progressive stages, the exact order 
of folding and pressing down the label body portions and flaps being capable of many 
variations. In one method of wrapper ap 
plication the wrapper is applied to three 
main sides of the carton and two of the 
end flaps are applied to the carton ends sub 
stantially concurrently with the initial as 
sembly contact of the carton and wrapper, 
and these, portions of the wrapper are 
pressed in place to insure proper adhesive 
connection by means of the interposed wax 
layer, a large part of the complete wrap 
ping operation being, therefore, performed 
while the adhesive wax is still soft and 
tacky by reason of heat retained from the 
time of application to the wrapper, with or 
without the supply of additional heat be 
tween the point of wrapper application and 
the point of assembly, or adjacent to the 
assembly and initial wrapping folding and 
applying positions. In the particular style 
of folding and applying the wrapper just 
mentioned, the application of the wrapper 
to the remaining side of the carton is then 
completed, a marginal overlap of the wrap 
per along one side being incidentally pro 
duced, and the remaining end flaps are then 
turned down and pressed on the ends of the 
carton in a suitable way, additional heat 
being supplied where necessary or desirable 
to maintain the viscous or tacky condition 
of the wax, or to more or less remelt the wax 
if it has completely hardened. 
Throughout the wrapping operations par 

ticular attention is paid to applying the ap 
propriate areas of the wrapper to corre 
sponding surfaces of the carton so that the 
wrapper is adhesively sealed , all over the 
carton surface by the interposed wax layer, 
and when the wrapping is complete the car 
ton is provided with a substantially con 
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- tinuous or unitary wrapper sealed to the 
carton at all points by the interposed mois 
ture-proof adhesive. The completed pack 
age presents approximately or substantially 
the same appearance as a package which is 
completed by application of the same wrap 
per by the use of ordinary adhesive, that is 
to say, the printed wrapper surface is freely 
exposed to show the goods in substantially. 
the same way when arranged for sale. The 
added cost of any additional or outer wrap 
ping, and the partial concealment of the 
printed wrapper by such an outer covering, 

into the carton or carton contents. 

are avoided. The wrapper adheres tightly 
and closely to the package at every point, 
and is, therefore, especially free from 
likelihood of tearing or puncturing, which 
Would let in outside air, but, moreover, even 
if it is punctured or torn at one or more 
points, the moisture-proof character of the 
package is not likely to be affected because 
in the application of the wax-coated wrap 
per the wax necessarily adheres to the car 
ton Surface and the mere tearing of the 
Wrapper is not sufficient to destroy the wax 
film on the carton, and since the wrapper 
is completely sealed all over, at the bound 
aries of any such tear or puncture, the 
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complete wrapped sealing continues, with 
out opportunity for air to get in under the 
Wrapper and circulate about the package as 
in the case of previous packages covered 
with waxed paper, as above explained. The 
moisture-proof wax layer is practically con 
tinuous, unbroken, and free from cracks, 
which would tend to let in or permit the 
escape of moisture, because the wax as ap plied to the wrapper originally is in a con 
tinuous layer of substantial thickness and 
while it is being folded is still in a warm or 
at least a soft and more or less viscous and 
pliable condition, so that when the wax 
layer finally hardens it is entirely free from 
cracks or breaks. The contents of the pack 
age is entirely unaffected by the nature of 
the adhesive, because the adhesive em 
ployed, above briefly described as a “ wax, 
is practically or entirely free from water 
moisture and, therefore, in hardening there. 
is no moisture to be given off and no oppor 
tunity for any such moisture to be absorbed 

The de 
sired moisture content, that is the relative 
dryness or moistness of the commodity, is, 
therefore, unaffected during or subsequent 
to packaging, and the commodity remains 
in this desired condition until the package 
is intentionally broken open by the con 
Sumer. 
The moisture-proof adhesive may vary 

within considerable limits. In a preferred 
form it is desirably a wax, which may be 
paraffin, or any other suitable mineral or 
non-mineral material having the desired 
characteristics of softening under heat and 
being suitably viscous or tacky as it hardens 
and, therefore, capable of adhering to a car 
ton surface, is substantially unaffected by 
chemical change until the carton can be 
utilized in the ordinary course of business 
and is practically free from moisture for 
reasons above explained. The adhesive may 
in some cases be a compound or mixture 
comprising a wax and other materials, such 
as rosin, to enhance the adhesive quality, or 
other materials may be added in some cases 
as sufficiently explained hereafter. A prin 
cipal and characteristic feature of the ad 
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hesive is that in most cases it solidifies by 
cooling, rather than by drying. It is prac 
tically free from moisture, or at least to 
such an extent that the drying out of water. 
by vaporizing from the adhesive has no 
active part in the operation and no disad 
vantageous effect on the package itself; and 
if in any case a vaporizing liquid medium is 
added to the adhesive mixture this material 
is of a non-aqueous character, for instance, 
an alcohol or other liquid capable of vapor 
izing at an ordinary temperature and sub 
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tractive appearance of the package. 

stantially free from water. 
While the package and method so far de 

scribed are satisfactory for many purposes, 
in many cases the wax or waxy component 
of the adhesive, when it is applied to the 
wrapper, will soak into the wrapper to a 
greater or less extent, and more or less dis 
color the exposed outer surfaces of the 
wrapper. For instance, in some cases this 
action of the adhesive tends to stain ex 
posed white surfaces of the wrapper more 
or less yellow. This is found in Some cases 
to be undesirable on the ground merely of 
the altered appearance of the package and 
otherwise, especially when the adhesive con 
tains any particularly oily or greasy com 
ponent, the outer surface of the wrapper be 
comes more or less oily or Waxy, and, there 
fore, disagreeable to the touch, and may in 
some cases tend to catch or hold dust or 
dirt, which will still further impair the , 

O 

avoid these disadvantages the wrappers may 
be treated at a suitable time or stage in the 
operations, this treatment consisting in a 
preferred example in coating a surface of 
the wrapper with a suitable material, which 
is substantially proof against the action of 
the adhesive; and since a suitable material 
preferred in most cases is substantially a 
varnish (for instance shellac, consisting of 
the ordinary gum shellac dissolved in alco 
hol) the material may be referred to con 
veniently as a “warnish' and the treatment of the wrapper as a "varnishing' operation. 
The varnish is most desirably applied 

over the inner, unprinted surface of the 
wrapper, and the varnishing operation may 
be either a part of the present method or 
may be performed previously and is then 
really distinct from the present method per 
Se. WE varnish is so applied it imparts 
a smooth and impervious coating to the 
wrapper sheet and when the adhesive or 
wax is applied over the varnish, the varnish 
prevents any oily or waxy components of 
the adhesive from penetrating the wrapper 
and, therefore, the appearance of the wrap 
per is unchanged, the outer surface is en 
tirely free from any waxy or oily feeling 
and has no tendency to gather and retain 
dust or dirt. In other words, according to 
this performance of the method the outward 

14876? 

characteristics of the wrapper are not 
altered in any way as compared with the 
same Wrapper applied with an ordinary glue according to ordinary sealed-wrap opera 
tions. 
The characteristics and advantages of the 

invention are further sufficiently described 
in connection with the following detail de Scription of the accompanying drawings, 
which show certain representative embodi 
ments of the invention, both in respect to 
the method and the product. 

In the drawings: 
Fig. 1 is a perspective view of the obverse 

side of a wrapper blank at the top of a 
stack of similar blanks. 

Fig.2 shows the reverse side of a wrapper 
blank. 

Fig. 3 shows the reverse side varnished. 
Fig. 4 shows the reverse side coated with 

adhesive. 
Fig. 5 is a section of part of the treated 

blank. 
Figs. 6 to 11, inclusive, show progressive 

stages of the association of a carton with a 
treated blank and the folding of the blank 
about the carton. 
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Fig. 12 is a perspective view of a com 
pleted carton produced by the operations in 
dicated in the previous figures. 

Fig. 13 is a section of the same. 
Fig. 14 is a fragmentary section of the 

Sale. 
Fig. 15 is a mainly diagrammatic view of 

mechanism suitable for performing the wrapping operations according to one adap 
tation of the method. 

Fig. 16 is an enlarged transverse section 
showing mainly one of the assembly pockets 
and heating means. 

Fig. 1 is a detail view enlarged, showin 
mainly the discharge belt arrangement an 
folding, pressing, heating and cooling 
ea.S. 
Fig.6 shows an ordinary carton C, in this 

case of rectangular outline, since a large va 
riety of commodities are packed in cartons 
of this general shape, and special problems 
are involved in wrapping such cartons, al 
though in a broader aspect of the invention, 
the particular form of the carton is imma 
terial. 
According to the usual and preferred 

trade methods these cartons are of ordinary 
pasteboard or fiber board without any sur 
facing or finishing paper, thereon and with 
out printing, since it is most desirable and 
practicable to apply the insignia or printed 
matter at the same time the rough carton is 
wrapped, by placing the insignia upon the 
wrapper paper. The carton is filled with a 
commodity having a certain preferred state 
of moistness or dryness, a principal purpose 
of the present invention being to provide a 
package and method which will preserve the 
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stated moisture content of the commodity 
with due regard to other considerations, 
some of which are mentioned previously. The 
carton in this particular instance has broad 
sides a, b, narrower sides c', d', and ends f. 

Fig. 2 shows he reverse or unprinted side 
of a wrapper sheet B adapted to fit the par 
ticular carton according to the sealed-wrap 
method, although the particular form of the 
wrapper is not essential and may vary in ac 
cordance with the different styles of wrap, 
and may be a rectangular sheet of paper 
when a gusset or tuck-fold end formation is 
desired. In the present particular instance 
the wrap is of a typical sealed-wrap style, 
with a narrow marginal overlap of the 
wrapper along one side of the carton and 
with marginal overlaps of greater or less ex 
tent on the ends of the carton; and the wrap 
per, therefore, includes main or body por 
tions a, b, c, d, to fit the corresponding sides 
a', b, c', d', of the carton, a narrow mar 
ginal lap portion p at one end of the blank, 
that is alongside of the blank section a, and 

25. flaps g, h, k and m extending at the sides of 
the blank from ends of the blank sections, a, 
b, c and d, respectively. The obverse or 
outer face of this blank is shown in Fig. 1, 
this face being usually imprinted with suit 
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able indicia, 10, sufficiently indicated in the 
present instance by, the legend "Jones' 
flakes,” and while in many printed wrappers 
a large area of the outer wrapper surface is 
covered with ink, which may not be subject 
to noticeable discoloration if the ink is dark, 
the ink may be of a light color or tint and 
also there are usually plain paper surfaces 
uncovered by ink, these spaces being, of 
course, white when white paper is used, as is 
often the case, and these plain or white 
spaces are subject to discoloration in certain 
cases referred to hereafter. Such plain 
spaces are sufficiently represented in the 
present drawings by the interior areas of the 
outline letters or any other surfaces of the 
wrapper uncovered by printing. Fig. 1 
shows the blank B as the top one of a stack 
S of similar blanks. 
In carrying out my method in one particu 

lar form, a single blank B, Fig. 2, is sepa 
rated from the group or stack and arranged 
suitably for coating. It need not be turned 
bottom up, but it is so shown in Fig. 2 for 
convenience in illustration, the legend "Re 
verse' clearly indicating that the blank sur 
face shown is the inner or unprinted side. 
When it is desired to protect the blank from 
penetration by the adhesive wax or by any 
components of the adhesive used, the reverse 
side of the blank is now coated with a suit 
able varnish W. Instead of the varnishing 
being done at this stage of the complete 
method performance, it may have been done 
previously, and in that case the blanks are 
arranged in the stack S, Fig. 1, printed as 

usual on the obverse sides and varnished on 
the reverse sides, and the nature of the var 
nish employed is such that the warnished 
sheets may be fed singly from the stack in a 
satisfactory manner by automatic feeding 
mechanism. The waterproof adhesive, consisting of 8. 
suitable wax or waxy composition, substan 
tially water-free, is applied in melted condi 
tion so that it is reasonably hot and flows 
freely, over the reverse side of the blank as 
indicated at W, Fig. 4, forming a layer of 
appreciable thickness, which when varnish 
has been previously applied, as above de 
scribed, is prevented entirely from soaking 
into the paper and staining or discoloring 
the paper and especially from staining or 
discoloring the light or white areas of the 
wrapper as viewed from the obverse side. 
The adhesive wax may be applied in any 
convenient way by brushing or by suitable 
apparatus, as more particularly explained 
hereafter. The blank then consists, as best 
shown in the sectional view, Fig. 5, of the 
sheet of wrapper paper B, with the coat of 
varnish Won the reverse side and the layer 
of wax W on the reverse side over the var nish, the layers being shown of exaggerated 
thickness and not necessarily in proper rela 
tive proportions. The layer of varnish is 
usually very thin and the wax coating may 
be of quite substantial thickness, in some 
cases equal to or even greater than the thick 
ness of the paper. 
When it is not desired to protect the blank 

from permeation by the adhesive, the var 
nish layer W is omitted and the wax is ap 
plied directly to the plain reverse face of the 
blank as in Fig. 2, and in such cases the hot 
waxy adhesive may in some cases penetrate 
somewhat into the paper and discolor more 
or less the plain or light surfaces of the 
outer wrapper surface, but this discolora 
tion is usually substantially uniform and un 
objectionable in some cases; or the amount 
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of oily or waxy materiai which passes into 
the blank, may be regulated and minimized 
to a great extent or entirely by properly 
compounding and proportioning the in 
gredients of the adhesive, or by adding in 
gredients which stop such penetration, such 
as rosin or celite, or both, 
In this case the rosin and celite constitute 

what is substantially a neutral filler as a 
component of the adhesive. As previously 
pointed out the rosin adds to the sticky or 
adhesive qualities of the mixture, and the 
rosin and celite both tend to prevent the 
penetration of the paraffin into or through 
the label. Other suitable materials may be 
used for this purpose in some cases, and 
when such materials are used in suitable uantity, varnishing or other treatment of 
the blank surfaces to SE penetration 
by components of the adhesive may be dis 
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pensed with and the blank will be largely or entirely unaffected by penetration of the 
adhesive or component parts of it. 
When the inner surface of the wrapper is 

unprotected by varnish while a certain part 
of the adhesive or certain parts of some its 
constituents may in some cases penetrate 
more or less into the paper, this penetration 
is not necessary or desirable for the water. 
roofing effect, and is only incidental; and 
y far the larger part of the adhesive re 
mains upon the inner surface of the blank 
as a surface coating to act as a combined adhesive and moisture-proof barrier layer 
of substantial thickness. between the paper 
wrapper and the carton. 

In any of the described performances of 
the method the wrapper blank is now ready 
for association with the carton and it will 
be observed that an important characteristic 
of the invention is the coating of the or 
dinary printed wrapper blank, or such a 
blank with varnish treatment as described, 
after the blank is separated from a group 
or stack, so that the ready separation and 
feeding of the individual blanks is not inter fered with by previously deposited wax 
or other waterproofing material, and this 
adhesive application is moreover made at 
a time and place closely approximate to 
the point of association of the wrapper with 
the carton so that the waxy adhesive remains 
in substantially melted or at least in heated 
viscous or adherent condition when the 
carton is applied. 

Fig. 6 shows the carton C brought into 
contact or “assembly' with the blank B, 
with carton face d'applied to blank por 
tion d, and in the case of an especially con 
toured blank such as the present specific 
example, care is taken that the carton and 
blank are precisely “registered,' that is, ex 
actly located in relation to each other. 
Two other main or body-blank sections a 
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and b, are then turned up and pressed against 
carton faces a' and b, respectively, and flaps 
m are turned up and pressed against carton 
ends f. (Fig. 7), these operations being per 
formed while the adhesive is in adherent con 
dition, as sufficiently explained above. In 
successive stages the marginal strip p is 
folded over on carton face c’, (Fig. 8), and 
blank section a is turned down and pressed 
on carton face c’ and over marginal strip 
p (Fig. 9); flaps k are turned in and pressed 
on carton ends f (Fig. 10); flapsh are 
turned down (Fig. 11); and finally flaps.g 
are folded and pressed, completing the pack 
age P in one form, as shown in perspective, 
ig. 12. Evidently the i. assembly 
osition of the carton on the blank may be 
ifferent, and the order of folding may be 

varied, the assembly position and folding 
order above described being especially 
adapted for one particular performance of 

the method by machine operations, described 
hereafter. The sealing material may retain 
its adhesive quality throughout the described operations, if they are performed with suffi 
cient speed, but otherwise additional heat 
may be supplied, or reheating of the adhesive 
may be employed for any or all of the fold 
ing and pressing operations. The adhesive 
quickly hardens when cooled to ordinary at 
mospheric temperatures. 
The package so produced, Figs. 12, and 13, 

consists of a carton C containing the com 
modity, completely covered by the wrapper 
blank B, which has overlapping margins at 
every joint or intersection, providing a com 
plete enclosure; every surface of the carton. 
is covered by a layer of the wrapper, ad 
herently secured over the entire contacting 
surfaces by a layer of the water-proof ad 
hesive W, and overlapping wrapper portions 
are also similarly secured. The commodity 
is, therefore, kept in its desired state of mois 
ture or dryness for an indefinite period. 
The wrapper protects the moisture-proof 
layer or barrier from scratching or cutting 
in handling the package. The external ap 
pearance of the package is the same as if 
the wrapper were applied by an ordinary ad 
hesive and especially the printed surface of 
the wrapper is not obscured by any outer 
waterproofing wrapper; and when varnish 
is applied to the inner surface of the wrap 
per as indicated in section in Fig. 14, the 
wrapper is maintained in its natural con 
dition without any staining or discoloration 
by the adhesive. Fig. 12 is a small part 
of the wrapper cut out and peeled off in 
order to show that the waterproof, waxy 
adhesive W adheres to the surface of the 
carton and the mere tearing or scratching 
of the wrapper is not sufficient to break 
the moisture-proof barrier. The character 
istics and advantages of the package have 
been further sufficiently explained above. 

in describing the method so far, the op 
erations have been such that they can be 
performed by hand or by the aid of ordinary 
hand implements. It is, however, desirable 
for economical production that the method 
shall be adapted for machine operations, and 
Figs. 15, 16 and 17, therefore, show in a 
diagrammatic way sufficient mechanism for 
peries the process mainly or entirely 
y 
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machine operations and preferably by 
the operations of an automatic machine in 
a very rapid and economical manner. 
A turret 12 rotates in a vertical plane 

on a shaft 13 and is provided with a series 
of equally spaced pockets 14 to receive pack 
age assemblies, each consisting of a carton 
and wrapper. At one side of each pocket 
is a movable pressing member 15 pivoted 
at 16. In advance of each pocket in the 
direction of rotation as indicated by the 
arrows is a blank gripper 17 adjacent to 
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blank stops 18. Adjacent to the turret a 
stack S of the blanks B is supported by a 
movable base 19 and guided by vertical 
guide members 20. Individual blanks are 
separated from the stack by suitable mecha 
nism, such as a pusher roll 21, and the 
individual blank is then advanced between 
feed rolls 22 and 24 to an adhesive applying 
roll 26, which is supplied by a dipper roll 
27 with the adhesive W, from a trough 28 
provided with a water-jacket 29 containing 
water, which is heated by suitable means 
such as an electric heating element 30, so 
that the adhesive is heated and maintained 
in the proper melted condition by the water 
bath. As the blank advances over the ad 
hesive applying 
by stripper plates. 31 and the forward edge 
of the blank is directed close to the turret 
and against the stops 18 corresponding to 
one of the pockets 14 and the gripper 17 
then closes and the blank is drawn onward 
by the turret, lying across the open outer 
end of the pocket, as shown in the lower 
right hand position of the turret, Fig. 15. 
The operations of this mechanism are in 
accordance with the method steps previously 
described, and therefore, the blank section 
d is directly over the open mouth of the 
pocket. The turret is desirably advanced 
intermittently with a rest during the time 
that each pocket is at certain stations, for 
instance, there is a rest while each pocket is 
nearly directly above the adhesive roll 26. 
The pockets are spaced about the turret so 
that each pocket will also be at rest at a 
point substantially 90 from the point just 
mentioned that is at the right hand hori 
zontal position adjacent to the lower end 
of a stack of cartons C supported in guides 
35 which are interrupted at 36 just above 
the lower carton in the stack, which rests 
on a plate 37; and a pusher 38 is provided 
to discharge the lowermost carton when a 
blank is positioned with its section d oppo 

isite the carton faced. The pusher may be 
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actuated in any suitable way, for instance, 
by a lever 39 and cam 40 and it is to be 
understood without further detailed ex 
planation that the moving parts are inter 
connected by gearing or other mechanism to 
operate in the manner above and hereafter 
described, the details of the mechanism be 
ing mainly unessential, so far as the method 
is concerned. As a carton is discharged from 
the carton stack its face d’ strikes the sec 
tion d of the positioned blank and at about 
this time the corresponding blank gripper 
17 is retracted, releasing the blank and the 
blank is bodily pushed into the pocket along 
with the carton and in this movement the 
biank sections a and b are folded against 
carton faces a, b, and pressed in position 
by the movable presser plate 15, while the 
blank section d is pressed against the carton 

to the turret. 
plates 42 yield outward slightly and fold 

roll 26, it is stripped of . 

czy 

faced by contact with an ejector plate 41 
located at the bottom of the pocket. The flaps m, may be folded substantially simul 
taneously with the introduction of the as 
sembly into the pocket by flap folding plates 
42 (see also Fig. 16), mounted on plunger 
43 and actuated by springs. 44. The plun 
gers 43 pass through side bars 46 secured 

As the assembly enters the 
the flaps m and then press them in 
on the ends of the carton. 
According to one plan of operation the 

position 

adhesive wax may be sufficiently soft and 
adherent when the wrapper reaches the ini 
tial folding station without the provision 
of special means for keeping it heated or 
reheating it; but in many cases it is desir 
able to apply additional heat to insure that 
the wax is in the proper condition at this 
time. For this purpose an electric heating 
element 48 is inserted in the body of the 
turret near each pocket and current is sup 
plied to the heating element during a re 
stricted part of its travel, for instance, sub 
stantially from the blank receiving position 
to the initial folding position, by means of 
an arc-shaped stationary contact strip 50 
which is engaged by contact pieces 51, each 
corresponding to one of the heating ele 
ments, and connected to it by a conductor 52. 
In the arrangement shown in the drawings 
in a diagrammatic or elementary way, a 
ground connection is to be provided for the 
other side of the circuit, but otherwise evi 
dently a complete insulated circuit may be 
provided by arranging another contact strip 
adjacent to the strip 50 and providing two 
moving contact pieces 51 for each heating 
element, engaging with the stationary con 
tact strips of opposite polarity. Of course, 
any other suitable heating means may be 
provided, electrical devices being indicated 
here as a preferred form, because electrical 
heating is most convenient in many adapta 
tions of the invention. Each heating ele 
ment then commences, to discharge heat into 
the body of the turret as the corresponding 
turret pocket approaches the lowermost po 
sition and the blank is, therefore, warmed 
by contact with the turret as it passes around 
to the assembly and initial folding position 
at the right, and the wax is thus warmed 
and kept in proper adhesive condition for 
the folding and pressing operations that 
take place at the right hand station, Fig. 15. 
Heat is supplied to the flap folders and 
pressers 42 by radiation through the metal 
body of the turret and the arms 46, and so 
through the pins 43 to the presser blades 42. 
To the rear of each pocket a movable fold 

ing blade 55 is arranged transversely across 
the peripheral face of the turret, and this 
blade is actuated by a lever 56 pivoted at 
57. When the folding operations above de 

70 

75 

86 

85 

90 

95 

00 

05 

0. 

s 

20 

25 

0. 



ag) 

S 

3. 

35 

40 

45 

33 

scribed have been performed the blank nar 
gin strip. p projects at the rearward side of 
the pocket in front of the folding blade 55. 
The blade is now moved by any suitable 
means (not particularly shown), toward the 
pocket, and the strip p is folded and pressed 
down upon carton face c’, as in Fig. 8. The 
wrapper section a projects at the advance 
side of the pocket as in Fig. 8, and in the 
further advance of the turret this flap is 
brought under a folding and pressing plate 
60 heated by an electric heating element 61, 
supplied by conductors 62, 63, and the sec 
tion c is pressed down on the carton side c', 
blade 55 having been previously withdrawn, 
and over the marginal strip p, the adhesive 
being at the same time heated and suffi 
ciently melted by the heat of plate 60. At 
about this time or just previously, the sup 
ply of heat to the pockets and adjacent ele 
ments is discontinued by reason of contact 
51 passing away from thrend of stationary 
contact, 50. 

Thereafter it is in soma cases desirable 
to cool the adhesive to insure proper setting 
and hardening and for this purpose the pe 
riphery of the turret and the package assem 
blies therein pass beneath a water-jacket 65, 
and side cooling jackets 66 may also be lo 
cated adjacent, to the turret sides around 
to the discharge position at the left of Fig. 
15, and water is circulated through the jack 
ets 65 and 66 by a water supply connection 
67, which may have a suitable controlling 
valve 68, water connections 69 from jackets 65 to jackets. 66 and discharge pipes 70 
leading from jackets 66. r 
Each of the ejector plates 41, previously 

mentioned, is carried by a rod or stem 75 having a reciprocating mounting in the tur 
ret, and when the package assembly reaches 
the discharge position the inward end of the corresponding plunger 75 is brought into co 
operation with a suitable ejector mechanism, 
such as an arm 76 carried by a sleeve 77 re 
ciprocably mounted on a slideway 78 and 
operated by a lever 79 and cam 80. The 
lever 79 is then oscillated and the package 
is ejected between two continuous conveyor 
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belts 80 mounted on pulleys 81, 82, 83 and 
84 and driven in any suitable way. 
One of the conveyor belts is provided with 

spaced driving cleats 85 to positively move 
the packages. As each package passes be 
tween the belt pulleys 81 and 83, flap folding 
plates. 86 fold down and press the flaps : 
as indicated in Fig. 10. In the further ad 
vance of the packages between the belts 80 
stationary flap-folding plates 87 engage and 
turn down and press the flapsh, as in Fig. 
11, and then similar folding plates 88 turn 
up and press the flaps g as in Fig. 12. Since 
the adhesive is usually completely hardened 
by the time it reaches the ejecting position, 

34.325? 

it is desirable to provide reheating means 
in general similar to the heating means pre 
viously described in connection with the 
pockets. Particularly for cooperation with 
the flap folders 86.87 and 88, this heating 
means comprises electric heating elements 
90 located in metallic frame members or 
housings 91 located alongside the ends of the 
packages as they pass between the belts 80. 
At the forward end of each of these hous 
ings is a metal bar 92 through which pass 
stems 93 carrying the flap pressers 86, which 
are urged inwardly by springs 94. The 
presser plates 86 are heated by radiation 
through the bars 92 and stems 93 and the 
folding plates 87 and 88 are heated more 
directly by contact with the housings 91, 
the heat supplied in each case being sufficient 
to properly melt the adhesive and cause it 
to adhere to the underlying surface. 

Thereafter the packages are passed by 

g 

8 

3. 

belts, 80 between cooling jackets 96 through 
which water is circulated by suitable con 
nections, such as pipes 97, 98 and 99. The 
end portions of the wrapper and underlying 
adhesive which have been heated in the 
last folding operations are, therefore, 
promptly cooled and secured in position by 
the cooling jackets 96. The completed 
packages are then ejected from the belts. 
The adhesive employed has been briefly 

described in the early part of the specifica 
tion as a wax or waxy compound, either 
of pure paraffin or other suitable wax, or 
such a wax with additional ingredients, such 
asrosin, to give added adhesive qualities, 
Other ingredients may be added in many 
cases for particular purposes. One example 
of a suitable compound including wax is a 
mixture consisting of paraffin, rosin, cotton 
oil and celite. The exact quantities of the 
ingredients may be varied considerably. 

hat I claim is:- . . 
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1. Amoisture-proof package comprising 8. , 
carton containing a commodity, an outer 
paper wrapper coated on one surface with a 
thin layer of material impervious to oily 
or greasy substances, and a coating of waxy 
adhesive securing the wrapper to the carton. 

2. A moisture-proof package comprising a 
carton containing a commodity, an outer 
paper wrapper completely enclosing the car 
ton, the wrapper being coated on one surface 
with a thin layer of material impervious to 
oily or greasy substances, and a coating of 
waxy, non-aqueous, moisture-proof ad 
hesive interposed between the wrapper and 
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carton over the entire outer surface of the 
carton and securing the wrapper to the car 
ton. 

3. A moisture-proof package comprising 
a carton of fibrous sheet material enclos 
ing a commodity, a paper wrapper enclos 
ing the carton, printed on its outer surface 
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and coated on one side with material im 
pervious to oily or waxy substances, the 
wrapper being secured over all exterior sur 
faces of the carton by a coating of moisture 
proof, waxy adhesive. 4. A moisture-proof package comprising 
a carton of fibrous sheet material enclosing . 
a commodity, a paper wrapper enclosing 
the carton, printed on its outer surface and 
coated on the inner surface with material 
impervious to oily or waxy substances, the 
wrapper being secured over all exterior sur 
faces of the carton by an interposed coating 
of moisture-proof, waxy adhesive. 

5. A moisture-proof package comprising 
a carton of fibrous sheet material enclosing 
a commodity and a paper Wrapper com 
pletely enclosing the carton and printed on 
its outer surface, the wrapper having on one 
surface a coating of varnish, and a layer of 
waxy, moisture-proof adhesive interposed 
between the wrapper and the carton 
throughout the entire opposing surfaces of 
the carton and wrapper adhesively secur 
ing the wrapper to the carton over its en 
tire area. 

6. A moisture-proof package comprising 
a carton of fibrous sheet material enclosing 
a commodity and a paper wrapper com 
pletely enclosing the carton and printed on 
its outer surface, the wrapper having on 
its inner surface a coating of varnish, and 
a layer of waxy, moisture-proof adhesive in 
terposed between the varnish coating and 
the carton throughout the entire opposing 
surfaces of the carton and wrapper and ad 
hesively securing the wrapper to the carton 
over its entire area. - 

7. The method of producing packages 
comprising applying to one surface of a 
wrapper a coating of heat-softened moisture 
proof adhesive, bringing a coated surface of 
the wrapper in contact with a surface of an 
article, and applying other portions of the 
coated wrapper surface to other surfaces of 
the article while the coating is soft, the ap 
plied surface of the wrapper being retained 
in adhesive engagement with the article by 
cooling of the coating. 

8. The method of producing packages 
comprising applying to one surface of 8. 
wrapper a coating of heat-softened, waxy, 
moisture-proof adhesive, bringing a coated 
surface of the wrapper in contact with a sur 
face of an article, and applying other por 
tions of the coated wrapper surface to other 
surfaces of the article while the coating is 
warm, the applied surface of the wrapper 
being retained in adhesive engagement with 
the article by cooling of the coating. 

9. The method of producing packages 
comprising applying to one surface of a 
wrapper a coating of heat-softened mois 
ture-proof adhesive, bringing the coated 

es 

surface of the wrapper in contact with a 
surface of an article, and applying other 
portions of the coated wrapper surface to 
other surfaces of the article while the coat 
ing is heated to insure adhesive engagement 
of the entire contacting surfaces. 

10. The method of producing packages 
Comprising applying to one surface of a 
wrapper a coating of heat-softened moisture 
proof adhesive, bringing the coated surface 
of the wrapper in contact with a surface of 
an article, and applying other portions of 
the coated wrapper surface to other surfaces 
of the article while the coating is heated to 
insure adhesive engagement of the entire 
contacting surfaces, the adhesive being sub 
sequently set by cooling. 

11. A method of packaging comprising 
applying a coating of heat-softened moisture 
proof material to one surface of a wrapper, 
applying to a portion of the coated wrapper 
surface a surface of a carton containing a 
commodity while said material is still in 
heated condition, and applying other por 
tions of the coated wrapper to other surfaces 
of the carton while the coating is in adhesive 
condition. - 

12. A method of E. comprising 
applying a coating of heat-softened moisture 
proof material to one surface of a wrapper, 
applying to a portion of the coated wrapper 
surface a surface of a carton containing a 
commodity while said material is still in 
heated condition, applying other portions of 
the coated wrapper to other surfaces of the 
carton while the coating is heated, until the 
carton is completely covered by the wrapper, 
and cooling the package to harden the ad 
hesive. 13. A method of packaging comprising 
applying to a surface of a wrapper a coating 
of heat-softened, non-aqueous, moisture 
proof adhesive, bringing the coated wrapper 
into assembly contact with a carton contain 
ing a commodity and folding the wrapper 
about the carton to form a complete enclo 
sure while the adhesive is in heat-softened 
and adherent condition. 

14. A method of packaging comprising 
applying to a surface of a wrapper a coating 
of heat-softened, non-aqueous, moisture 
proof adhesive, bringing the coated wrapper 
into assembly contact with a carton contain 
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ing a commodity and folding the wrapper 
about the carton to form a complete encio 
sure while the adhesive is in heat-softened 
and adherent condition, and substantially 
hardening the adhesive by cooling. 

15. A method of packaging comprising 
applying to a surface of a wrapper a coat 
ing of heat-softened, non-aqueous, moisture 
proof adhesive, bringing the coated wrapper 
into assembly contact with a carton contain 
ing a commodity and folding the wrapper 
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sure while the adhesive is in heat-softened 
and adherent condition, the wrapper being 
secured over the entire exterior surface of 
the carton. - 

16. A method of packaging comprising 
applying to a surface of a wrapper a coating 
of heat-softened, non-aqueous, moisture 
proof adhesive, bringing the coated wrapper 
into assembly contact with a carton contain 
ing a commodity and folding the wrapper 
about the carton to form a complete enclo 
sure while the adhesive is in heat-softened 
and adherent condition, the wrapper being 
secured over the entire exterior surface of 
the carton, and substantially hardening the 
adhesive by cooling. 

17. The method of producing moisture 
proof packages comprising coating one sur 
face of a wrapper blank with heat-softened, 
moisture-proof adhesive, bringing the wrap 
per in assembly contact with a carton con 
taining a commodity, folding and securing 
successive portions of the wrapper over en 
tire surface areas of the carton, and supply 
ing heat during certain of the folding and 
securing operations to maintain the adhesive 
in soft condition. 

18. The method of producing moisture proof packages comprising coating one sur 
face of a wrapper blank with heat-softened, 
moisture-proof adhesive, bringing the wrap 
per in assembly contact with a carton con 
taining a commodity, folding and securing 
successive portions of the wrapper over en 
tire surface areas of the carton, supplying 
heat during certain of the folding and se 
curing operations to maintain the adhesive 
in soft condition, and cooling the adhesive 
to substantially harden it. 

19. The method of producing moisture 
proof packages comprising coating one sur 
face of a wrapper blank with heat-softened, 
moisture-proof adhesive, bringing the wrap 
per in, assembly contact with a carton con 
taining a commodity, folding and securing 
successive portions of the wrapper over en 
tire surface areas of the carton, supplying 
heat during certain of the folding and secur 
ing operations to maintain the adhesive in 
soft condition, and cooling the adhesive 
after certain of the applying operations. 

20. The method of producing moisture 
proof packages comprising coating one en 

, tire surface of a wrapper blank with heat 
softened, moisture-proof adhesive, bringing 
the wrapper in assembly contact with a car 
ton containing a commodity, folding and 
securing successive portions of the wrapper 
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over entire surface areas of the carton, to 
completely enclose the carton in the wrap 
per, and supplying heat during certain of 
the folding and securing operations to 
maintain the adhesive in adherent condition. 

21. The method of producing moisture 

a 431,78? 

proof packages comprising coating one en 
tire surface of a wrapper blank with heat 
softened, moisture-proof adhesive, bringing 
the wrapper in assembly contact with a car. 
ton containing a commodity, folding and se 
curing successive portions of the wrapper 
over entire surface areas of the carton, to 
completely enclose the carton in the wrap 
per, supplying heat during certain of the 
Ellis and securing operations to maintain 
the adhesive in adherent condition, and cool 
ing the adhesive. 

22. The method of producing moisture proof packages comprising coating one en 
tire surface of a wrapperblank with heat 

0. 

Softened, waxy, moisture-proof, adhesive, 
bringing the wrapper in assembly contact 
With a carton containing a commodity, fold 
ing and securing successive portions of the 
Wrapper over entire surface areas of the 
carton, to completely enclose the carton in the Wrapper, supplying heat during certain 
of the folding REY Securing operations to 

83 

maintain the adhesive in adherent condition, 
and cooling the adhesive after certain of the 
intermediate applying operations. 

23. A method of producing moisture 
proof packages comprising applying a coat 
ing of heat-softened, non-aqueous, moisture 
proof, waxy material to a surface of a paper 
Wrapper, bringing a carton containing a 
commodity in assembly contact with the 
coated wrapper surface quickly after the 
coating operation, and folding portions of 
the wrapper successively about the carton 
to completely enclose the latter with adhe 
sive contact of the wrapper over the entire 
outer carton surface. 

24. A method of producing moisture 
proof packages comprising applying a coat 
ing of heat-softened, non-aqueous, moisture 
proof, waxy material to a surface of a paper wrapper, bringing a carton containing a 
commodity in assembly contact with the 
coated wrapper surface. quickly after the 
coating operation, folding portions of the 
wrapper successively about the carton to 
completely enclose the latter with adhesive 
contact of the wrapper over the entire outer 
carton surface, and supplying additional 
heat at certain stages of the folding and se 
curing operations to maintain the applied 
material in approximately melted or adhe 
sive condition. 

25. A method of producing moisture 
proof packages comprising applying a coat 
ing of heat-softened non-aqueous, moisture 
proof material to a surface of a paper wrap 
per, bringing a carton containing a com 
modity in assembly contact with the coated 
wrapper surface quickly after the coating 
operation, folding portions of the wrapper 
successively about the carton to completely 
enclose the latter with adhesive contact of 
the wrapper over the entire outer carton 
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surface, supplying heat at certain stages of 
the folding and securing operations, and 
withdrawing heat after certain of the wrap 
per securing operations. 

26. A method of producing moisture 
proof packages comprising applying a coat 
ing of heat-softened non-aqueous, moisture 
proof material to a surface of a paper wrap 
per, advancing a carton containing a com 
modity and bringing it in assembly contact 
with the coated wrapper surface quickly after the coating operation, folding portions 
of the wrapper successively about the carton 
to completely enclose the latter with adhe 
sive contact of the wrapper over the entire 
outer carton surface, and maintaining the 
applied material in adhesive condition dur 

20 
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ing the folding and securing operations. 
27. A method of producing moisture proof packages comprising applying a coat 

ing of heat-softened non-aqueous, moisture 
proof material to a surface of a paper wrap 
per, advancing a carton containing a com 
modity and bringing it in assembly contact 
with the coated wrapper surface quickly 
after the coating operation, folding portions 
of the wrapper successively about the carton 
to completely enclose the latter with adhesive 
contact of the wrapper over the entire outer 
carton surface, maintaining the applied na 
terial in adhesive condition during the fold 
ing and securing operations, and R ing 
additional heat at certain stages of the fold 
ing and securing operations to maintain the 
applied material in approximately melted 
or adhesive condition. 

28. A method of producing moisture proofpackages comprising applying coat 
40 
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ing of heat-softened non-aqueous, moisture 
proof material to a surface of a paper wrap 
per, advancing a carton containing a com 
modity and bringing it in assembly contact 
with the coated wrapper surface quickly 
after the coating operation, folding portions 
of the wrapper successively about the carton 
to completely enclose the latter with adhesive 
contact of the wrapper over the entire outer carton surface, maintaining the applied na 
terial in adhesive condition during the fold 
ing and securing operations, supplying heat 
at stages of the folding and securing opera: 
tions and withdrawing heat after certain of 
the wrapper securing operations. 

29. A method of producing moisture-proof 
packages comprising coating one surface of 
a paper wrapper with heat-softened, mois 
ture-proof adhesive material, bringing a car 
ton in assembly contact with the coated sure 
faces of the wrapper while said material is 
in heat-softened condition, folding and se 
curing certain portions of the wrapper over 
certain entire surfaces of the carton with 
drawing heat to harden the material after said securing operations, folding and press 
ing other portions of the wrapper on surfaces 

of the carton with application of heat to 
soften said material, the carton being EY 
covered by the wrapper secured by the 
hesive. - . . . 

30. A method of producing moisture proof packages comprising coating one surface of 
a paper wrapper with a heat-softened, mois 
ture-proof adhesive material, bringing a car 
ton in assembly contact with the coated sur 
faces of the wrapper while said material is in 
heat-softened condition, folding and secur 
ing certain portions of the wrapper over cer 
tain entire surfaces of the carton, withdraw 
ing heat to harden the material after said securing operations, folding and pressing 
other portions of the wrapper on surfaces of 
the carton with application of heat to soften 
said material, the carton being finally coy 
ered by the Wrapper secured by the adhesive, and finally cooling the package to harden 
said material. 
31A method of producing moisture proof packages comprising coating one-sur 

face of a paper wrapper with aheat-softened, moisture-proof adhesive material, bringing a 
carton in assembly contact with the coated 
surfaces of the wrapper while said material 
is in heat-softened condition, folding and 
securing certain portions of the wrapper over 
certain entire surfaces of the carton, with 
drawing heat to harden the material after 
said securing operations, folding and press 
ing other portions of the wrapper on surfaces 
of the carton with application of heat to 
soften said material, the carton being finally 
covered by the wrapper secured by the ad 
hesive and with certain marginal portions 
of the wrapper overlapping other wrapper 
portions and secured by said material. 

32. A method of producing moisture-proof 
packages comprising coating one surface of 
a paper wrapper with a moisture-proof non 
aqueous heat-softened material, bringing a 
filled carton in assembly contact with the 
coated surfaces of the wrapper while said 
material is in heat-softened condition, fold 
ing and securing certain portions of the 
wraper over certain entire surfaces of the 
carton, withdrawing heat to harden the ma 
terial after said securing operations, folding 
and pressing other portions of the wrapper 
on surfaces of the carton with application of 
heat to soften said material, the carton bein 
finally covered by the wrapper adhesivel 
secured by the moisture-proof material. 

33. A method of producing moisture-proof 
packages comprising coating one surface of 
a paper wrapper with a moisture-proof non 
aqueous heat-softened material, bringing a 
filled carton in assembly contact with the 
coated surfaces of the wrapper while said 
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material is in heat-softened condition, fold ing and securing certain portions of the 
wrapper over certain entire surfaces of the 
carton, withdrawing heat to herden the ma 3. 
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terial after said securing operations, folding 
and pressing other portions of the wrapper 
on surfaces of the carton with application of 
heat to soften said material, the carton being finally covered by the wrapper adhesively 
secured by the moisture-proof material, and finally cooling the package to substantially 
harden said material. 

34. A method of producing moisture-proof 
packages comprising coating one surface of 
a paper wrapper with a moisture-proof non 
aqueous heat-softened material, bringing a 
filled carton in assembly contact with the 
coated surfaces of the wrapper while said 
material is in heat-softened condition, fold 
ing and securing certain portions of the 
wrapper over certain entire surfaces of the 
carton, withdrawing heat to harden the ma 
terial after said securing operations, folding 
and pressing other portions of the wrapper 
on surfaces of the carton with application of 
heat to soften said material, the carton being 
finally covered by the wrapper adhesively 
secured by the mist.material with 
certain marginal portions of the wrapper 
overlapping other wrapper portions and se 
cured by said material. 

35. The method of packaging, comprising 
applying to a surface of a wrapper blank 
material which is impervious to oil or 
grease, coating a surface of said blank with 
a waxy, non-aqueous, heat-softened adhe 
sive, applying the coated surface of the 
wrapper to a carton, and folding the wrap 
per completely about the carton while the 
adhesive is in heat-softened condition. 

36. The method of packaging, comprising 
applying to a surface of a wrapper blan 
material which is impervious to oil or grease, 
coating a surface of said blank with a waxy, 
non-aqueous, heat-softened adhesive, apply 
ing the coated surface of the wrapper to a 
carton, folding the wrapper completelv 
about the carton while the adhesive is in 
heat-softened condition, and cooling the 
package to harden the adhesive. 

37. The method of packaging, comprising 
applying to a surface of a wrapper blank 
material which is impervious to oil or 
grease, coating a surface of said blank with 
a waxy, non-aqueous, heat-softened adhesive, 
applying the coated surface of the wrapper 
to a carton, folding the wrapper completely 
about the carton while the adhesive is in 
heat-softened condition, and cooling the 
package after certain folding operations and 
previous to such other operations to secure wrapper portions already applied. 

88. The method of packaging, comprising 
applying varnish to one surface of a wrap. 
per blank, coating a surface of said blank 
with a waxy, non-aqueous, heat-softened ad 
hesive, applying the coated surface of the 
Wrapper to a carton, and folding and press 
ing the wrapper completely about the car 
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ton while the adhesive is in head-softened condition. 
39. The method of packaging, comprising 
EFE varnish to one surface of a wrap per blank, coating a surface of said blank 
with a waxy, non-aqueous, heat-softened ad 
hesive, applying the coated surface of the 
wrapper to a carton, folding and pressing 
the wrapper completely about the carton 
while the adhesive is in heat-softened condi 
tion, and cooling the package to harden the adhesive. 

40. The method of packaging, comprising 
applying varnish to one surface of a wrap 
per blank, coating a surface of said blank 
with a waxy, non-aqueous, heat-softened ad 
hesive, applying the coated surface of the 
wrapper to a carton, folding and pressing 
the wrapper completely about the carton 
while the adhesive is in heat-softened condi 
tion, and cooling the package after certain 
folding operations and previous to such 
other operations to secure wrapper portions already applied. 
41. The method of producing moisture proof packages comprising varnishing a sur 

face of a wrapper blank, applying to a sur 
face of said blank a coating of waxy, non 
aqueous, moisture-proof adhesive, bringing 
the adhesive coated surface of the wrapper 
in contact with a carton and folding the wrapper completely about the carton. 

42. The method of producing moisture proof packages comprising varnishing the 
inner surface of a wrapper blank, applying 
to the inner surface of said blank over the 
varnish a coating of waxy, non-aqueous, 
moisture-proof adhesive, bringing the ad 
hesive coated surface of the wrapper in con 
tact with a carton and folding the wrapper 
completely about the carton with overlap ping wrapper margins, to form a complete 
moisture-proof enclosure. 
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43. A method of producing moisture proof packages comprising applying a coat 
ing of material impervious to oil or grease 
to one surface of a printed wrapper sheet, 

0 

applying to a surface of said sheet a coating 
of heat-softened, non-aqueous, waxy, mois 
ture-proof adhesive, bringing the adhesive 
coated surface of the sheet in assembly con 
tact with a carton, folding the wrapper com 
pletely about the carton with complete sur 
face engagement of the wrapper with the 
carton while the adhesive is in heat-softened condition. 
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44. A method of producing moisture proof. packages comprising applying a coating of 
material impervious to oil or grease to one 
surface of a printed wrapper sheet, applying 
to a surface of said sheet a coating of heat 
softened, non-aqueous, way, moisture-proof 
adhesiye, bringing the adhesive coated sur 
face of the sheet in assenbly contact with a carton, folding the wrapper completely. 
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about the carton with complete surface en 
gagement of the wagper with the carton 
while the adhesive is in heat-softened con 
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dition, and cooling the package to harden 
the adhesive. . 45. A nethod of producing moisture-proof packages comprising applying a coating of 
imaterial impervious to oil or grease to one 
surface of a printed wrapper sheet, applying 
to a surface of said sheet & coating of heat 
softened, non-aqueous, Waxy, moisture-proof 
adhesiye, bringing the adhesive coated sur 
face of the sheet in assembly contact with a 
carton, folding the Wrapper completely 
about he carton with complete surface en 
gagement of the wrapper with the carton 
while the adhesive is in heat-softened con 
dition, cooling the package at an intermedi ate stage of the wrapper securing operations 
to harden the adhesive, and thereafter heat 
ing the package to soften the adhesive for 
further securing operations. 

46. A method of producing moisture proof packages comprising applying a coating of 
warnish to the inner surface of an exteriorly 
printed wrapper sheet, applying to said sheet 
over the warnish a coating of heat-softened, 
non-aqueous, Waxy, moisture-proof adhesive, 
bringing the adhesive coated surface of the 
sheet in assembly contact with a carton, fold 
ing the wrapper completely about the carton 
with complete surface engagement of the 
wrapper with the carton while the adhesive 
is in heat-softened condition. 
4. A method of producing moisture-proof. packages comprising applying a coating of 
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warnish to the inner surface of an exteriorly 
printed wrapper sheet, applying to said sheet 
over the varnish a coating of heat-softened, non-aqueous, waxy, moisture-proof adhesive, 
bringing the adhesive coated surface of the 
sheet in assembly contact with a carton, fold 
ing the wrapper completely about the carton 
with complete surface engagement of the 
wrapper with the carton while the adhesive 
is in heat-softened condition, and cooling the 
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package to harden the adhesive. 
48. A method of producing moisture-proof 

packages comprising applying a coating of 
warnish to the inner surface of an exteriorly 
printed wrapper sheet, applying to said sheet 
over the varnish a coating of heat-softened, non-aqueous, waxy, moisture-proof adhesive, 
bringing the adhesive coated surface of the 
sheet in assembly contact with a carton, fold 
ing the wrapper completely about the carton 
with complete surface engagement of the 
wrapper with the carton while the adhesive 
is inheat-softened condition, and cooling the 
package at an intermediate stage of the 
wrapper securing operations to harden the 
adhesive, thereafter heating the package to 
soften the adhesive for further securing op 
erations, and then again cooling the ad 
hesive. 
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49. A method of producing moisture-proof 
packages in which a filled carton is enclosed 
in a wrapper which is printed on its outer 
surface, said method comprising applying to 
the inner surface of the wrapper a coating of 
grease or oil resissing material, applyin 
over Said material a coating of heat-softened, 
Waxy, non-aqueous, moisture-proof adhesive, 
bringing the adhesive coated surfaces of the 
Wrapper in assembly contact with the carton, 
and folding and pressing the wrapper about 
the entire exterior surface of the carton to 
form a complete, tight-wrapped enclosure. 

50. A method of producing moisture-proof 
packages in which a filled carton is enclosed 
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in a wrapper which is printed on its outer 
surface, said method comprising applying to the inner surface of the wrapper a coating 
of Yarnish, applying over said varnish is coating of heat-softened, waxy, non-aqueous, 
moisture-proof adhesive, bringing 
hesive coated surfaces of the wrapper in as 
sembly contact with the carton, and folding 
and pressing the wrapper about the entire 
exterior surface of the carton to form a com 
plete, tight-wrapped enclosure. 

| 51. A method of producing moisture-proof 
packages in which a filled carton is enclosed 
in a wrapper which is printed on its outer 
surface, said method comprising applying to 
the inner surface of the wrapper a coating of varnish, applying over said varnish a coating 
of heat-softened, waxy, non-aqueous, mois 
ture-proof adhesive, bringing the adhesive 
coated surfaces of the wrapper in assembly 
contact with the carton, and folding and 
pressing the wrapper about the entire ex 
terior surface of the carton to form a com 
plete, tight-wrapped enclosure with heat sup 
plied to render the adhesive soft and ad 
herent during certain of the applying op 
erations. 

52. A method of producing moisture 
proof packages comprising advancing a var 
nished, printed wrapper blank, applying a 
coating of heat-softened, substantially mois 
ture-proof adhesive to a surface of the 
blank, bringing, the adhesive surface of the 
blank in assembly contact with the filled 
carton, and folding and securing the wrap 
per completely about the carton while the 
adhesive is in soft and adherent condition. 

53. A method of producing moisture 
proof packages in which a filled carton is 
enclosed in a wrapper printed on its outer 
surface and varnished to resist action of an 
adhesive, said method comprising applying 
a waxy, heat-softened adhesive to a surface 
of the wrapper, bringing a filled carton in 
assembly contact with the adhesive coated 
wrapper surface, and folding, and pressing 
the wrapper in complete surface engagement, 
with the carton surface while the adhesive 
is in adherent condition. - 

54. A method of producing moisture 
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proof packages in which a filled carton is 
enclosed in a wrapper printed on its outer. 
surface and varnished on its inner surface 
to resist action of an adhesive, said method. 
comprising applying a waxy, heat-softened 
adhesive over the warnished surface of the 
wrapper, bringing, a filled carton in assem 
bly contact with the adhesive coated wrap per surface, and folding and pressing the 
wrapper in complete surface engagement with the carton surface while the adhesive 
is in adherent condition. 

55. A method of producing moisture 
proof cartons in which a filled carton is en 
closed completely in a wrapper blank which 
is printed on its outer surface and varnished 
on its inner surface to resist permeation by 
an adhesive, said method comprising apply 
ing a heat-softened, waxy adhesive over the 
varnished surface of the wrapper, bringing 
the adhesive coated surfaces of the wrapper 
in assembly contact with the filled carton, 
and folding and pressing the wrapper about 
the carton in complete surface engagement 
while the adhesive is in heat-softened con 
dition. 

56. A method of producing moisture 
proof cartons in which a filled carton is en 
closed completely in a wrapper blank which 
is printed on its outer surface and varnished 
on its inner surface to resist permeation by 
an adhesive, said method comprising apply 
ing a heat-softened, waxy adhesive over the 
warnished surface of the TFE bringing 
the adhesive coated surfaces of the wrapper 
in assembly contact with the filled carton, and folding and pressing the wrapper about 
the carton in complete surface engagement 
while the adhesive is in heat-softened con 
dition, and applying heating and cooling ef 
fects at different stages of the folding and pressing operations. 
5. A moisture-proof package comprising 

an inner enclosure containing a commodity 
and a wrapper completely covering the in 
ner enclosure and adherently secured to 
outer surfaces of the enclosure by a waxy, 
moisture-proof adhesive containing a filler 
tending to prevent penetration of the blank 
by components of the adhesive. 58. A moisture-proof package comprising 
an inner enclosure containing a commodity 
and a wrapper completely covering the in 
ner enclosure and secured all over the outer 
surfaces of the enclosure by a waxy, non 
aqueous moisture-proof adhesive containing 
rosin. 

59. A moisture-proof package comprising 
an inner enclosure containing a commodity 
and a wrapper completely covering the inner 
enclosure and secured all over the outer sur 
faces of the enclosure by a waxy, non-aque 
ous moisture-proof adhesive containing rosin 
and cellite. 

60. A moisture-proof package comprising 
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an inner enclosure containing a commodity 
and a wrapper completely 
ner enclosure and tightly 
secured all over the outer surfaces of the en 
closure by 8 moisture-proof non-aqueous ad 
hesive containing a wax, rosin and celite, 

61. Amoisture-proof package comprising 
an article, 2 paper wrapper thereon, a layer 
of heat-softening, substantially non-aqueous 
and moisture-proof adhesive material ad 
herently, securing the wrapper to the article, 
and a coating on the wrapper of material serving to 
ponents of adhesive material. 

62. A moisture-proof package comprising 
an inner article, a wrapper therefor of thin, 
sheet material, a layer of heat softening, sub stantially moisture-proof adhesive material 
adherently securing the wrapper to the ar 
ticle, and a coating of materia on the wrap 
per serving to prevent permeation of the 
wrapper by components of the adhesive ma-. teria. 

covering the in and iny 

5 

E. the wrapper from com 
80 

3. 

63. A substantially moisture-proof pack 
age comprising a container, a paper wrapper 90 
substantially enclosing the container, a layer 
of substantially moisture-proof, heat-soft 
ening adhesive material between the wrap 
per and the container and adherently secur ing the wrapper thereto, the wrapper hav 
ing on its inner surfaces a coating of mate 
rial adapted to resist penetration of the 
wrapper by components of the adhesive 
material. 

64. A substantially moisture-proof pack 
age comprising an inner container, a paper 
wrapper substantially enclosing the contain 
er, a layer of substantially, moisture-proof 
heat-softening, substantially non-aqueous 
adhesive material between the wrapper and 
the container and adherently securing the 
wrapper thereto, the wrapper having on its 
inner surfaces a coating of varnish adapted 
to resist penetration of the wrapper by com 
ponents of the adhesive material. 

65. A substantially moisture-proof pack 
age comprising an inner article, or container, 
a paper wrapper substantially enclosing the 
article and printed on its outer surface, a 
layer of heat-softening, substantially mois 
ture-proof adhesive material adherently se 
curing the wrapper to the article, the inner 
surface of the wrapper being coated with a 
material interposed between the wrapper 
and the adhesive material and serving to substantially prevent permeation and discol 
oration of the wrapper by components of 
the adhesive material. 

66. A method of packaging, comprising 
applying to a surface of a wrapper blank, 
material which is resistant to components of 
a heat-softening, moisture-proof adhesive 
coating a surface of the blank with heated 
adhesive of the character described, apply 
ing the adhesively coated surface of the 

os 

00 

05 

5 

20 

125 

30 



1,481,757 

blank to an article, and folding the blank 
about the article while the adhesive is in 
heat-softened condition. 

67. A method of packaging, comprising 
applying to a surface of a wrapper blank, 
material which is substantially impervious 
to components of a heat-softening, substan 
tially non-aqueous and moisture-proof ad 
hesive, coating a surface of the blank with 
heated adhesive of the character described 
applying the adhesively coated surface o 
the blank to an article, and folding and 
pressing the blank about the article while 
the adhesive is in heat-softened condition, 

68. A method of producing substantially 
moisture-proof packages, comprising var 
nishing the inner surface of an exteriorl 
printed wrapper blank, applying heat-sof 
tened, substantially moisture-proof adhesive 
material over the varnished surface of the 
blank, applying the coated surface of the 
blank to an article and folding and secur 
ing the blank about the article while the ad 
hesive is in heat-softened condition. 
Signed at Philadelphia, in the county of 

Philadelphia and State of Penna. this ith 
day of June A. D. 1922. 

JOHNSTOGEDELE, STOKES. 
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