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The present invention relates to the pack 
aging or wrapping of articles in moisture 
proof containers, usually of cellulose sheet 
material particularly regenerated cellulose 

s which is known in the trade as “cellophane.' 
While the invention is particularly illus 
trated and will be described for the packag 
ing of cigars, it is adapted and may be used 
for the packaging of a large variety of arti 

10 cles. 
The container or wrapping produced by 

the method herein described is neat and at 
tractive in appearance because of its glossy 
appearance and, in addition, keeps the arti 

15 cles wrapped and displayed therein fresh 
and in good condition, the articles being vis 
ible at all times through the Wrapping ma 
terial. 
The material used is preferably of the wa 

20 terproof variety of “cellophane' which is 
coated with a light covering of paraffin which 
is fusible, and upon the application of heat 
and pressure will seal the surfaces of the 
sheet together. The invention, therefore, 

25 proposes the use of a hot sealing and press 
ing operation which adhesively secures the 
material together. 
The container or wrapper is so constructed 

that the cigar will fill it out and yet will 
30 not cause the end thereof to flare, whereby 

the cigars may be neatly packed in boxes 
without overlapping of adjacent wrappers. 
This is done by providing the container or 
wrapper with oppositely located longitudi 

35 nal bellows folds. The function of these 
folds is to secure a square end upon the con 
tainer, and, therefore, they need not extend 
the full length of the container, as shown in 
the specific form of the invention illustrated 

40 herein. 
The present invention relates to a process 

for packaging the articles and is particularly 
illustrated and described as adapted for the covering of cigars. 

d5 In the drawings in which the preferred 
form of the invention is shown: 

Figure 1 is a diagrammatic view of the in 
vention showing the several steps in the op 
eration thereof; 

50 Figure 2 is a cross-section of the stock; 

Figures 3, 4 and 5 are views illustrating 
the several stages; and 

Figure 6 is a cross-section of a cigar wrap 
per with the cigar therein. 
In the operation of the process, the mate 

rial may be received in a flat sheet and tubed 
in the form, such for example as that shown 
in Figure 2, as a preliminary step in the 
process, but for the purpose of convenience 
in illustration and also for the purpose of ill 
lustrating one method by which the inven 
tion may be practised, the drawing is intend 
ed to show a length of folded tubing in a 
supply roll or package 1. . This tubing, as 
shown, is formed with flattened top 2 and 
bottom 3 which contains the seam 4 and the 
sides of which are provided with the bellows 
like folds 5. These folds or plicated sides 
permit the package to be expanded to receive 
the articles or goods without destroying the 
essentially flat condition of the top and bot 
tom of the package. 
The strip of material in the form shown 

in Figure 2, either in the roll as shown at 1 
or made up in this form as a step in the 
process, is conducted past a guiding roll 10 
and between the two feed rolls 11. It is then 
cut of into the required lengths by the knife 
12. The forward or leading end of the tube 
is then conducted between creasing rolls 15, 
one of which is provided with a creasing 
blade which turns up the leading end of the 
tube as shown in Figure 3. 
The next step consists in turning back the 

end of the tube into a position for the subse 
quent rolling and sealing operation. This 
step is preferably accomplished by conduct 
ing the leading end of the tube into the con 
verging plates 16 and 17, one of which is pro 
vided with teeth on the side next to the fold 
so that the end of the tube is folded back, as 
shown in Figure 4, onto the main portion of 
the tube by the movement of the tube along the plates. 
The end of the tube is now rolled down be 

tween the rolls 18. These are ironing rolls 
which are adapted to iron the crease in the 
tube formed by the rolls 15 and plates 16 and 
17, these rolls being adapted to give consider 
able or quite heavy pressure to the preformed 
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crease in the tube and to feed the tubes along 
for the next operation thereon. 
The tube is next conducted to the sealing 

rolls 20, which are operated under only suffi. 
cient pressure to seal the bottom portion of 
the tube. These rolls have located therein 
electrically heated areas or spots 21 which 
register with the folded end of the tube and 
squeeze it down and by the application of the 
heat and pressure, melt the fusible coating 
throughout the thickness of the tube at the 
bottom and press the material together so that 
it seals the ends of the tube. 
The sealed tube is then passed between the 

final pressure rolls 24 which complete the 
sealing operation holding the end of the tube 
in position during the cooling and setting of 
the fused coating. These rolls are also 
adapted to give quite heavy pressure to the 
bottom of the tube. The fused coating mate 
rial not only seals the turned up end of the 
tube, but also seals the several layers of the 
tube to one another. 
The tube is now complete and is ready for 

the filling operation. This may be accom 
plished in the device shown in Figure 1 in 
which the upper end of the tube is opened and 
held in open position by the combined action 
of an air blast to open the upper end of the 
tube and suction to hold the walls thereof 
while the tube is being filled. For this pur 
pose, the device shown in our copending ap 
plication Serial No. 352,424, filed April 4, 
1929, may be employed, although other de 
vices may be used. In this condition, the ar 
ticles may be loaded into the package or con 
tainer, the end being sealed in any appropri 
ate manner. 

It will be noted that the application of heat 
to the end of the tube not only serves to fuse 
the coating material and thereby seal the 
tube, but renders the regenerated cellulose 
sheeting limp and flexible so that the closure 
will take a set in its folded over condition 
during the cooling of the fused waterproof 
ing and sealing coating. This is a feature of 
the invention, which is particularly valuable, 
owing to the peculiar characteristics of the 
material being treated, which when cold is 
quite springy and tends to straighten out. 
When heat is applied, however, the material 
becomes limp and flexible and if held in posi 
tion while cooling, as by the rolls 24, the clo 
sure will not spring open. As the end of the 
wrapper sets in its folded position, it is as 
easy to place a row of them in the box at a 
single operation as it is to place the un 
wrapped cigars therein. 

It will be appreciated that the successive 
steps of the process may be varied or altered, 
and that exact conformity with the details of 
the process is not essential to the practising 
of the invention. While a package for a 
single cigar only is shown, the package may 
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be of sufficient width to hold several cigars or 
other articles. 
What is claimed is: 
1. The process of packaging articles com 

prising forming a tube of indefinite length, 
said tube having pleated sides, cutting 
lengths of the tube to make a single container, 
folding one end of the tube to make a closure, 
sealing the end under heat and pressure, and 
ending the sealed tube to receive the arti 
CeS. 

2. The process of forming containers com 
prising forming, a tube of indefinite length 
from a material having a fusible coating 
thereon, cutting lengths of the tube to make 
a single container, folding one end of the 
tube against a side thereof, and applying 
heat and pressure to the folded end to form 
an adhesive seal from the coating. 

3. The process of packaging articles com 
rising providing a roll of material in tubu 
ar form, the said roll comprising a length 
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of material having flat top and bottom sur 
faces and plicated sides and being of a ma 
terial having a coating which may be ren 
dered adhesive by the application of heat, 
folding one end of the tube against a side 
thereof, applying heat and pressure to the 
folded end to form an adhesive seal from the 
coating material, and expanding the open 
end thereof to receive the articles. 

4. The process of forming packages com 
prising withdrawing a length of tubular 
stock from a supply, cutting lengths of said 
stock and folding one end thereof against a 
side of the stock, and sealing the end against 
the stock by heat and pressure without the 
addition of adhesive other than carried upon 
the surface of the stock. -- 

5. The process of forming packages com 
prising withdrawing a length of tubular 
stock having four sides, two of which are provided with inwardly extending folds, 
from a supply, cutting lengths of said stock 
and folding one end thereof against a side 
of the stock, and sealing the end against the 
stock by heat and pressure without the addi 
tion of adhesive other than carried upon the 
surface of the stock. 

6. The process of forming packages com 
prising withdrawing a length of tubular 
stock of moisture-proofed cellulose sheeting 
from a supply, cutting lengths of said stock 
and folding one end thereof against a side 
of the stock, and sealing the end against the 
stock by heat and pressure without the addi 
tion of adhesive other than carried upon the 
surface of the stock. 

7. The process of packaging articles com 
prising withdrawing a length of tubular 
stock from a supply thereof, the said stock 
having a fusible waterproofing coating upon 
its surface, folding one end of the tube 
against a side thereof and cutting to length, 
and applying heat and pressure to the folded 
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end whereby the coating material on the sur 
faces will fuse and adhesively seal the end 
of the tube. 

8. The process of packaging articles com 
prising withdrawing a length of tubular 
stock from a supply thereof, the said stock 
consisting of a cellulose sheeting having a 
fusible waterproofing coating upon its sur 
face, folding one end of the tube against a 
side thereof and cutting to length, and apply 
ing heat and pressure to the folded end 
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whereby the coating material on the surfaces 
R fuse and adhesively seal the end of the 
tube. 

9. The process of packaging cigars or the 
like, comprising forming a tubular container 
from regenerated cellulose sheeting having a 
fusible waterproof coating thereon and seal 
ing the end of the container during the ap 
plication of heat thereto, by pressing the end 
of the container together and folding it 
against the side of the container, while the 
sheeting is in pliable condition and the coat 
ing adhesive from the heat applied thereto. 

10. The process of packaging cigars or the 
like, comprising forming a tubular container 
from regenerated cellulose sheeting having a 
fusible waterproof coating thereon and seal 
ing the end of the container during the ap 
plication of heat thereto, by pressing the end 
of the container together and folding it 
against the side of the container, while the 
sheeting is in pliable condition and the coat 
ing adhesive from the heat applied thereto, 
and holding the folded closure during the 
cooling thereof. 

11. The process of packaging cigars or the 
like, comprising forming a tubular container 
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from regenerated cellulose sheeting having a 
fusible waterproof coating thereon, compris 
ing folding the end of the container against 
the side thereof, and applying heat and pres 
sure to the end of the container to fuse the 
coating and render the sheeting pliable and 
holding the end thereof in folded condition while cooling. 

12. The process of forming a wrapper for 
cigars, comprising making a tubular con 
tainer of regenerated cellulose sheeting hav 
ing a fusible coating thereon with sides of 
the container tucked inwardly in oppositely 
located longitudinal bellows folds to elimi 
nate flaring of the end of the filled container, 
folding the end of the container transversely 
through a portion containing the longitudi 
nal folds, applying heat to the end to fuse 
the coating whereby a sealed end is obtained 
and the natural springiness is temporarily 
removed from the cellulose sheeting and re 
taining the end in folded position for a sufi 
cient interval to cause it to acquire a set in folded position. 
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