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This invention relates to inprovements in 
cartons and the method of making the blanks 
from which they are formed. 

Heretofore it has been customary to manu 
is facture cartons and the like of different kinds 
of material from which rectangular-shaped 
blanks are cut. Such blanks are scored and 
cut to form the sides and closure flaps of the 
carton, whereupon each blank is folded on 

io the scored lines to set up the carton. In so 
doing, the ends of the blank are hrought to 
gether to form one of the edges if the carton 
and said ends are then secured by a strip of 
tape which extends along said edge and is 

15 fastened to the adjacent sides by a suitable 
adhesive, Aside from the additional expense 
entailed in the manufacture of the carton 
by the use of said tape, experience has shown 
ERA, in assembling the carton, it is not al 

20 ways possible to bring said ends exactly to 
gether so that they will contact each other 
throughout their lengths after the tape has 
been applied. This fact not only increases 
the inherent weakness of the carton adjacent 

is the edge to which the tape is secured, but re 
sults in the formation of a carton which is 
not truly polygonal in configuration. 
A feature of the present invention is to 

form a carton from a blank, the ends of 
80 which meet along a line which extends at an 

angle to an edge of the carton, thereby elimi 
nating the use of tape for securing together 
the meeting ends of the blank and material 
ly enhancing the resistivity of the carton to 

96 either outward or inward pressure. 
The above feature is applicable to various 

kinds of material from which carton blanks 
are formed and is especially advantageous 
when applied to corrugated fits board, since 

40 it results in the production of a carton of 
greater strength than one made with said 
board in the usual manner. As is well known, 
fiber board is made from a length of corru 
gated web in which the corrugations run per 

25 pendicular to the longitudinal edges of said 
length, and which is faced on either or both 
surfaces with liners. It has also been pro 
posed to make such fiber board with the cor 
rugations of the web running diagonally 
thereacross so that, when a carton is formed 
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from a blank of such material, said corruga 
tions will extend diagonally to the various 
edges of the carton, thereby materially in 
creasing the strength thereof. In my co 

inding application, Serial No. 464,484, filed 
une 28, 1930, there is disclosed a method and 

machine for making fiber board wherein a 
continuous length of corrugated material, 
in which, the corrugations run perpendicular 
to the edges of said length, is divided into 
sections by a cutting E. after which 
said sections areassembled into another con tinuous length in which said corrugations 
extend diagonally to said edges. In order 
to carry out this method, certain instrumen 
talities, in addition to the usual standard 
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ized equipment employed in the manufac 
ture of corrugated board, are used to accom 
E. the assemblage of the cut sections and, 
urthermore, the carton blanks which are C 
severed from the second continuous length 
are of the usual rectangular shape and there 
fore embody the same objection previously 
referred to herein. 
By utilizing the feature of forming the 

carton blank with ends that meet, in the as 
sembled carton, along a kine which extends at 
an angle to an edge of said carton, I am en 
abled to dispense with the additional instru 
mentalities above mentioned and make a di 
agonally corrugated blank with machinery 
now in common usage in the manufacture of 
ordinary corrugated board. 
The inventive idea involved is capable of 

receiving a variety of expressions, one of 
which, for purposes of illustration, is shown 
in the accompanying drawings, wherein:- 

Figure 1 is a plan view, partly broken 
away, of a portion of a continuous length of 
corrugated board in which the corrugations 
extend perpendicular to edges of said length; 

Figure 2 is a plan view illustrating the step 
of cutting the length of material into sec 
tions; . Figure 3 is a section on the line 3-3 of Fig 
ure 1; Figure 4 is a plan view of one of the carton 
blanks after it has been cut and scored to de 
fine the sides and closure flaps of the carton; 
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is which the blank is cut. In fact, the material 
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Figures 5 and 6 are perspective views of 
the blankin different stages of assemblage; 

Figure 7 is an enlarged sectional view 
through the ends of the blank just prior to bringing the same together in abutting rela tion; and 

Figure 8 is a similar view on the line 8-8 of Figure 6, showing the meeting ends of the 
blank secured together. 
The invention is illustrated in its applica 

tion to a carton made of fiber 
board and, as previously mentioned, the con 
struction of the carton blank is such that no 
mechanism in addition to the usual ma 
chinery is required to make the board from 
is made in the same manner as heretofore, 
with the exception that the liners 10 and 11 
(when two are employed) which face the op 
posite sides of the web 12 of corrugated ma 
terial, usually called the “straw', are of a 
greater width than said web and are applied 

. thereto each with one longitudinal edge ex 
tending beyond the adjacent edge of the web 
to form securing flaps 13, the purpose of 
which will later be described. As shown in 
Figures 1 to 3, the liner 10 has its flap 13 ex 
tending beyond the left-hand edge of the web 
12, while thadiner 11 has its flap roit, beyond the opposite edge of said web. It wi 
be understood that single-faced board may be 
used in making the present carton instead of 
the double-faced material above described, 
in which event, of course, the single liner 
utilized would also be applied to the web to 
provide a securing flap. As the board thus 
formed comes from what is known as the 
backer of the machine, it is cut by a knife in 
the customary way, except that said knife is 
set at an oblique angle to the longitudinal 
edges of the formed sheet, which angle may 
be one of approximately 45. The operation 
of the is timed with the speed of travel 
of the material so that the former will sever 
sections of board, the width of each of which 
between the diagonal edges thereof is equal 
*o the combined heights of the sides and clo sure flaps of the carton to be formed. Each severed section is now in the form of 
an oblique-angled parallelogram wherein the 
corrugations of the web 12 extend diagonally 
relative to the longitudinal edges of the sec 
tion. There now remains only the cutting 
and scoring operations to complete the car 
ton blank. With the rectangular form of 
blank now in common usage, three transverse 
scores and cuts are made to define the four 
sides and closure flaps of the carton. How 
ever, in the present instance, five of such cuts 
and scores are made and this is accomplished 
simply by the addition to the usual mecha 
nism of two more slitters and creasers. 
Thus, as shown in Figure 4, five transverse 
scores 14 and two longitudinal scores 15 are 

fi made to define the sides 16, 17, 18 and 19 con 
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stituting the body portion of the carton. 
The sides 17 and 18 are rectangular, while the 
other two have certain edges defined by the 
oblique ends of the blank. However, when 
the latter is folded, the portion 20, defined 
by the transverse score at the extreme left of 
Figure 4, completes the side 19, while the por 
tion 21 at the right end of said figure consti 
tutes part of the side 16. At the same time 
that the scores are being made, the four slits 
22 are cut along each longitudinal edge of the 
blank in direct alignment with the transverse 
scores 14, thereby forming the top and bot 
tom closure flaps 23 to 26 and 27 to 30, re 
sepctively. When the blank is folded, the 
two sets of end portions constituting the flaps 
A. and 27 are brought together to form such apS. 
With the blank thus completed, adhesive 

is applied to the underside of the flaps 13 
and the blank is then folded on the lines 14. 
In so doing, the two ends of the web 12 are 
moved toward each other, as indicated in Figure 7, and finally brought into abutting 
relation (Figure 8) with the glued surface 
of the flap of liner.10 engaging the other end of said liner, while the securing flap of the 
liner 11 engages the opposite end of the latter 
liner. The flaps are secured to their respec 
tive liners by the adhesive applied to the 
former and the carton is now partially as 
sembled, as shown in Figure 5, in which E. tion the line formed by the meeting ends of 
the blank extends diagonally across the bot 
tom flap 27, the side 19, intersects the edge 
of the carton formed by the adjacent ends of 
the sides 16 and 19, and then extends diago 
nally across the side is and the top flap 23, 
The bottom flaps 28, 30 and 27, 29 and the top 
flaps 23, 25 and 24, 26 are now successively 
turned in, whereupon the carton is completed and ready for sealing. 

It will be apparent from the foregoin that, by having RE meeting ends of the E. 
extend angularly to the edge of the carton 
formed by the adjacent ends of two sides 
thereof, weakening of the carton along said 
edge and the necessity of using tape to secure 
together said meeting ends is entirely obvi 
ated, with the result that a stronger carton 
is produced and at less expense, since the cost 
of the tape far exceeds that incurred by mak 
ing the liners 10 and 11 wider to form the .gs 13. 
What is claimed is: 
1. A carton formed from a sheet of mate 

rial bent to provide a body portion constitut 
ing the sides of the carton, and closure flaps 
formed along the edges of said sides, the 
connecting ends of said body portion meeting 
along a line extending diagonally to one of said edges. 

2. A carton formed from a sheet of na 
terial bent to provide sides and edges of the 
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carton, the ends of said bent sheet meeting 
along a line intersecting one of said edges. 

3. A carton formed from a sheet of mate 
rial bent to provide sides and edges of the 
carton, the ends of said bent sheet meeting 
along a line intersecting one of said edges 
and extending diagonally across adjacent 
sides of the carton. 

4. A carton formed from a sheet of mate 
rial bent to provide sides and edges of the 
carton, the ends of said bent sheet meeting 
along a line extending at an angle to one of 
said edges, and a securing flap at each end 
of the sheet and overlapping the other end 
thereof when said ends meet. 

5. A carton formed from a sheet of mate 
rial bent to provide the sides, flaps and edges 
of the carton, the ends of said bent sheet meeting along a line extending diagonally 
across certain of said sides and flaps. 

6. A carton formed from a sheet of mate 
rial bent to provide the sides, flaps and edges 
of the carton, the ends of said bent sheet 
meeting along a line extending diagonally 
across certain of said sides and flaps and in 
tersecting an edge of the carton. 

7. As a new article of manufacture, a 
sheet of material in the form of an oblique 
angled parallelogram for use in making po 
lygonal cartons, said sheet being cut and 
scored to provide sides and closure flaps. 

8. As a new article of manufacture, a 
sheet of material in the form of an oblique 
angled parallelogram for use in making po 
lygonal cartons, said sheet being made of a 
corrugated web in which the corrugations ex 
tend diagonally thereacross, and being cut 
and scored to provide sides and closure flaps. 

9. A carton formed from a sheet including 
a web of corrugated material in which the 
corrugations extend diagonally to opposed 
edges of the sheet, and in which the ends of 
the sheet are cut at an oblique angle to said 
edges, said sheet being bent to provide sides 
and edges for the carton, with the ends of 
said bent sheet meeting along a line extend 
ing at an angle to one of said edges. s 

10. A carton formed from a sheet includ 
ing a web of corrugated material in which 
the corrugations extend diagonally to op 
posed edges of the sheet, an 
ends of the sheet are cut at an oblique angle 
to said edges, said sheet being bent to pro 
vide sides and edges for the carton, with the 
ends of said bent sheet meeting along a line 
which intersects an edge of said carton and 
which extends across sides thereof adjacent 
said edge. - 

11. A carton formed from a sheet including 
a web of corrugated material in which the 
corrugations extend diagonally to opposed 
edges of the sheet, and in which the ends of 
the sheet are cut at an oblique angle to said 
edges, said sheet being bent to provide sides 
and edges for the carton, with the ends of 

in which the 

3 
said bent sheet meeting along a line extend 
ing at an angle to one of said edges, and a 
securing flap at each end of the sheet and 
overlapping the other end thereof when said 
ends meet. 

12. A carton formed from a sheet including 
a web of corrugated material in which the 
corrugations extend diagonally to opposed 
edges of the sheet, and in which the ends of 
the sheet are cut at an oblique angle to said 
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75 
edges, said sheet being bent to provide sides 
and edges for the carton, with the ends of 
said bent sheet meeting along a line which in 
tersects an edge of said carton and which 
extends across sides thereof adjacent said 80 
edge, and a securing flap at each end of the 
sheet and overlapping the other end thereof 
when said ends meet. 

13. A carton formed from a sheet including 
a web of corrugated material in which the 
corrugations extend diagonally to opposed 
edges of the sheet, and in which the ends of 
the sheet are cut at an oblique angle to said 
edges, and liners for the opposed surfaces of 
said web having edges at opposite ends of 
the web extending beyond the adjacent edges 
of the latter to form securing flaps, said sheet 
being bent to provide sides and edges for the 
carton, with the ends of said bent sheet meet 
ing along a line extending at an angle to 
one of the latter edges, and with the securing 
flap at one end of each liner overlapping the 
other end thereof. . 

14. A carton formed from a sheet includ 
ing a web of corrugated material in which 
the corrugations extend diagonally to op 
posed edges of the sheet, ES in which the 
ends of the sheet are cut at an oblique angle to 
said edges, and liners for the opposed surfaces 
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of said web having edges at opposite ends of 
the web extending beyond the adjacent edges 
of the latter to form securing flaps, said sheet 
being bent to provide sides, closure flaps and 
edges for the carton with the ends of said 
bent sheet meeting along a line intersecting 
one of the latter edges and extending diag 
onally across certain of the sides and clo 
sure flaps of the cartoh, and with the secur 
ing flap at one end of each liner overlapping 
the other end thereof. . . . . . . . 

15. The method of making carton blanks, 
which comprises cutting a section from a con 
tinuous length of material on parallel lines 
which form opposite edges of the blank and 
which extend 
edges of said length, the width of said sec 
tion between said parallel lines being at least 
equal to the combined height of the sides and 
closure flaps of the carton, and cutting and 
creasing said section to define 
flaps. 

16. The method 
which comprises cutting a continuous length 
of corrugated fiber board into sections on 

said sides and 

parallel lines which form opposite edges of 

of making carton blanks, 

if: 

gonally to the longitudinal : 
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the blank and which extend diagonally rela 
tive to said corrugations, and thereafter cut 
ting and scoring each section on lines inter 
secting said corrugations to define the sides 
and closure flaps of the carton. 

17. The method of making carton blanks, 
which comprises cutting a continuous length 
of corrugated fiber board into sections on 
parallel lines which form opposite edges of 
the blank and which extend diagonally rela 
tive to said corrugations, said lines being dis 
tances apart at least equal to the combined 
height of the sides and closure flaps of the 
carton, and thereafter cutting and scoring 
each section on lines intersecting said cor 
rugations to define said sides and closure flaps. 

18. Tha method of making carton blanks, 
which comprises forming a continuous length 
of material by applying liners to the opposed 
surfaces of a corrugated web wherein the 
corrugations extend perpendicular to certain 
edges of said web, with opposite edges of said 
liners extending beyond the adjacent edges 
of the web, cutting said length of material 
into sections on lines extending diagonally 
across said corrugations, and cutting and 
scoring each section on lines intersecting said 
corrugations to define the sides and closure 
flaps of a carton. 

19. The method of making a carton, which 
comprises forming a continuous length of 
material by applying liners to the opposed 
surfaces of a corrugated web wherein the cor 
rugations extend perpendicular to certain 
edges of said web, with opposite edges of said 
liners extending beyond the adjacent edges 
of the web, cutting said length of material 
into sections on lines extending diagonally 
across said corrugations, cutting and scoring 
each section on lines intersecting said cor 
rugations to define the sides and closure flaps 
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of a carton, folding said section on certain 
of said scoring lines to bring the ends of said 
web in abutting relation and the projecting 
portions of said liners into overlapping rela 
tion with the adjacent ends of said section, 
R securing said projecting portions to said 
eIOS. 

In testimony whereof, I have affixed my 
signature. 

ARTHUR. C. SCHROEDER. 


