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STANLEY H. DAVIS, OF TOLEDO, OHIO, ASSIGNOR TO STOKES AND SMITH COMPANY., 

OF PHILADELPHIA, PENNSYLVANIA, A CORPORATION OF PENNSYLVANIA 

WRAPPER-GUMIMING AND DELIVERY SYSTEM 

Application filed July 13, 1926. Serial No. 122,096. 

My invention relates to a system for coat 
ing sheets, particularly wrappers or labels 
of paper or the like, with adhesive or other 
fluid material, and for conveying or trans 
porting the coated sheets to a place where 
they are to be applied to boxes, packages, car 
tons or the like. 

It is the object of my invention to prevent 
coated sheets, wrappers, labels or the like 
from bowing or curling under the influence 
of fluid coating of adhesive or the like dur 
ing transport upon a conveyor belt or by 
equivalent mechanism to or adjacent the 
point where they are applied to stayed or 
unstayed boxes or like articles to wrap or 
cover them. By maintaining the coated 
sheets or wrappers flat during their trans 
port in succession from an adhesive-applying 
machine to a box-wrapping machine, the 
latter may be operated at its maximum ca 
pacity because of avoidance of loss of time 
in manipulation of the otherwise curled or 
bowed sheets or wrappers, and the need for 
handling or straightening the 'sheets or 
wrappers is avoided. By causing the coated 
sheets or wrappers to arrive flat at or adja 
cent the wrapping machine, they may be 
easily' and rapidly manipulated by an oper 
ator, who is spared the need for handling 
the coated wrappers for flattening or 
straightening them, or in the case of bring 
ing the coated wrappers and the boxes into 
register by automatic mechanism, the flat 
coated wrappers may be rapidly fed and 
positioned. 
In accordance with my invention, the ad hesively coated wrappers are transported by 

conveyor belt or equivalent with their un 
coated faces presented to the conveyor belt, 
and there is exerted upon the wrappers fluid 
pressure, preferably by effecting sub-atmo 
spheric pressure on their uncoated sides, 
causing them to lie flat and straight upon 
the conveyor belt until the wrappers have 
reached the desired point at or E. the 
wrapping machine. 

Further in accordance with my invention, 
the straightening or flattening pressure is 
applied to a wrapper. immediately after the 
coating has been applied or during the appli 

cation of the coating, and, in any event, be 
fore the wrapper begins to curl or bow or has 
become substantially curled or bowed. 

Further in accordance with my invention, 
the conveyor belt or equivalent means, por 
ous to the passage of air therethrough, passes 
over or constitutes a movable wall of a cham 
ber in which is maintained sub-atmospheric 
pressure to cause the wrappers to be drawn 
flat against the conveyor belt and so to ré 
main throughout the extent of the suction 
chamber in the direction of travel of the 
conveyor belt. 

Further in accordance with my invention, 
the suction chamber comprises a portion ex tending close to the adhesive-applying 
mechanism whereby suction is applied to a 
wrapper immediately it has been coated or 
during the application of adhesive; further 
in accordance with my invention, that por- to 
tion of the suction chamber serves as a guide 
upon which the conveyor belt is supported 
and travels; and, more particularly, in ac 
cordance with my invention, that portion of 
the suction chamber is pivoted with respect is 
to the main suction chamber, and, more par 
ticularly, is actuated in unison with a pivoted 
frame of the adhesive-applying machine 
which may be thrown back for access to the 
feeding and gumming rolls. 
My invention resides in a method and ap 

paratus of the character hereinafter de 
scribed and claimed. 
This application is a continuation in part 

of my application Serial No. 71,333, filed No- 85 
vember 25, 1925. 
For an understanding of my method and 

for an illustration of some of the various 
forms my structure may take, reference is to 
be had to the accompanying drawings, in 
which: 

Fig. 1 is a side elevational view, partially 
in vertical section, of apparatus embodying 
lny invention. 

Fig. 2 is an elevational view, partly in ver 
tical section, on the line 2-2, of Fig. 1. 

Fig. 3 is a top plan view of the conveyor 
and suction chamber. 

Fig. 4 is a central longitudinal sectional loo 
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view of the structure shown in Fig. 2, taken 
on the line 4-4, of Fig. 3. 

Fig. 5 is a side elevational view partly in 
vertical section, of a modified form of my apparatus. 

Fig. 6 is a fragmentary view, partly in side 
elevation and partly in vertical section on 
enlarged scale, of a portion of the apparatus 
of Fig. 5 with parts in different position. 

Fig. 7 is an end elevational view, on re 
duced scale, of a portion of the apparatus 
shown in Fig. 5. - 

Fig. 8 is a top plan view of the apparatus 
shown in Fig. 5. 

Fig. 9 is an elevational view, partly in sec 
tion, on the line 9-9, of Fig. 8. 

IFig. 10 is a vertical sectional view, partly 
in elevation, of the conveyor mechanism and 
suction chamber disposed adjacent a wrap 
ping machine, a portion of whose elements 
are shown in elevation. 

Referring to Figs. 1 to 4, inclusive, G rep 
resents a machine for automatically applying 
glue or other adhesive to wrapper or label 
sheets in succession. The frame 1 of the 
machine G carries the table 2 upon which 
uncoated wrapper sheets 3 are disposed in a 
stack from which they are picked up in suc 
cession by the suction roll 4 and delivered 
between a pair of rolls 5, 5 which feed the 
wrapper sheets in succession between the 
guide members 6, 6 and thence between a 
second pair of rolls 7, 7 which feed the sheets 
over the guide plate 6a, between the glue 
applying rolls 8 and its companion roll Sct. 
As the wrapper is adhesively coated on one 
side by the roll 8, to which adhesive is trans 
mitted by the roll 10 dipping into adhesive 
held in the container 11, the wrapper is 
stripped from the roll 8 by stripper plates 
8b and passed onto the conveyor apron or 
belt 9, with its coated surface uppermost. 
The belt 9 is continuously driven by the rolls 
14 between which its passes; the belt 9 passes 
over the rolls 12 and 13 at opposite ends of 
the conveyor unit. The upper rolls 5 and 7. 
the upper guile plates 6, and the rolls 8a, and 
12 are carried by a frame 10, pivoted upon 
the frame 1 at 1b, and provided with the 
handle 16 for throwing the frame 1a and 
the parts carried thereby backwardly, in 
clockwise direction about the pivot 17 to 
effect access to the feeding and gluing mech 
anism as some times becomes necessary when 
the feeding channels, rolls and mechanism 
become clogged by crumpled, torn or dis 
torted Wrappers. 

Side bars 15 are mounted at their inner 
ends on the cross member or shaft 16 and are 
provided with arms 17 projecting downward 
ly and receiving adjusting screws 18 adjust 
ably bearing against the frame 1 to determine 
the plane of the bars 15 which at their right 
ends support the aforesaid roller 13. The 
upper side or flight of the conveyor belt 9 
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passes over and is supported by a hollow table, 
casing or chamber 20, constituting a suction 
chaniber in which suitable sub-atmospheric 
pressure is maintained by a fan or other 
suction creating means 23 whose inlet con 
nects with the chamber 20 through casing 21 
and conduit 22, and whose outlet disclharges 
to atmosphere through the pipe 23a. 
The suction chamber or table 20 extends 

from near one end to the other of the con 
veyor and is provided with the screen or per 
forated top 24 which is entirely covered by 
the conveyor, apron or belt 9, which litter 
is porous or air-transmitting, whereby sub 
atmospheric pressure in the suctiol chamber 
20 draws each sheet, wrapper or label 3 into 
straight or flat engagement with the apron Ol' 
belt 9. The glue or other adhesive coating 
applied to the wrappers 3 in succession by 
the machine G causes them to curl or bow 
upwardly, as indicated by the sheet 3 at the 
extrelne left of the apron 9. 
The application of suction to the under and 

uncoated sides of the wrapper sheets causes 
an excess of atmospheric pressure on their 
upermost or coated sides, thereby holding 
them fiat or straight in contact with the belt 
9 and preventing them from rolling, curling 
or bowing as would otherwise occur. 

It is found in practice that the passage of 
the coated sheets 3 around the left end of the 
conveyor belt 9 at roller 12 first imparts to 
them a slightly upwardly bowed form, as in 
(licated at the aforesaid bowed sheet 3, and 
without the application of suction in accord 
ance with my invention the action of the ad 
hesive on the upper face of each sheet almost 
immediately causes its forward and rear 
edges to continue to turn or curl under and 
inwardly until the sheet assumes more O. less 
of a cylindrical form with the coated side up 
ward. By the application of fluid pressure, 
in accordance with my invention, however, a 
force is applied to the sheet before it has had 
opportunity to curl at its edges and holds it 
flat, to the apron or conveyor belt 9 as it 
travels upward there with. It is found that 
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after the sheet has passed some distance along 
the suction chamber it becomes more or less 
seasoned with the moisture of or from the ad 
hesive coating and will then continue to lie 
flat or sail)stantially so on the apron 9 after 
passage beyond the region of application of 
stiction. The time required for such season 
ing varies with variations in the nature or 
g'ade of paper or material of which the wrap 
per or label sheets are composed and with 
ariations in the character and properties of 

the adhesive utilized. 
When the flat-lying adhesively coated 

wrapper sheet advances to or adjacent the 
right end of the conveyor unit, the operator 
or attendant may place the box or other ar 
ticle to be wrapped upon the adhesively coat 
ed side of the wrapper sheet in proper or suit 
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able register therewith and manipulate the 
box and wrapper sheet to effect the wrapping 
or place the box with the thereto adhering 
Wrapper in a wrapping machine, as of the 
character hereinafter referred to. Or the 
box may be placed upon the form-blockstruc 

O 

5 

ture of the wrapping machine and the at 
tendant may then remove from the conveyor 
a flat coated wrapper and place the latter in 
proper position for the beginning of the cycle 
of operations of the wrapping machine. 
The wrapper in any case is removed or re 

movable from the belt 9 after the wrapper has 
passed the chamber 20 or region of applica 
tion of suction. 

In some cases it is desirable to close off a 
portion of the perforated top 24 of chamber 
20 to suit varying conditions of use. For 

20 
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this purpose a shutter 25 is disposed over the 
upper forward or right end of the suction 
chamber 20 below the belt 9, and is shift 
able lengthwise of the conveyor to adjust the 
length of the suction chamber or table top 
opening. s 
By the application of fluid pressure as de 

scribed, the operator is not required to handle 
the gummed wrapper or label sheets to main 
tain them flat as they are transported by the 
conveyor, or to unroll, open up or flatten them 
preparatory to utilizing them in the succeed 
ing operations of applying them to or cover 
ing a box or the like therewith. Where an 
operator is compelled to handle gummed 

; wrapper or label sheets some of the adhesive 
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attaches itself to his hands, making it diffi 
cult properly and rapidly to handle the sheets 
and articles and sometimes causing soiling of 
the wrapped articles. r 
The method and apparatus above described 

are those disclosed in my aforesaid applica 
tion, Serial No. 71,333. 
A modification of my aforesaid method and 

apparatus yielding further practical advan 
tages is illustrated by Figs. 5 to 10, inclusive. 

Referring to Figs. 5, 6 and 8, there is again 
provided an automatic adhesive applying 
machine G in combination with a conveyor 
structure provided with suction-applying 
means. The machine G is generally of the 
character indicated in Fig.1, but there co 
acts with the throwback frame 1a, thereof a 
nose portion N of and articulated with re 
spect to the main suction chamber 20. 

Wertically, adjustable in the stand or base 
26 is the supporting tube or rod 27 carrying 
adjacent its upper end the transversely ex 
tending bracket 28 upon which is mounted the 
exhauster or suction producing fan or blower 
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23 driven by the electric motor M. Extend 
ing upwardly from the bracket 28 are the rods 
29, 29 on whose upper ends are carried the 
members 30, 30 which support the tubular 
members 31, 31 connected by the hose 32, 32 
with the suction inlet of the blower or fan 23. 
Carried by the members 31 are the longitudi 

3 

nally extending pipes or conduits 33 whose 
interiors are in communication through ports 
34, Fig. 9, with the blower or fan 23 through 
the tubular members 31 and hose 32. 
The longitudinally extending tubes or pipes 

33, 33 constitute in effect side walls of the 
main suction chamber 20 whose bottom plate 
is indicated at 20a, which at is rear end at 205, 
is inclined rearwardly and upwardly to form 
a suction connection with the afore-men 
tioned nose section N. Across the top of the 
suction chamber 20 is provided again the 
sheet of wire netting 24 or equivalent belt 
supporting means capable of transmitting 
fluid, particularly air. As before, the apron 
or belt 9, itself porous to air transmission, 
overlies the screen 24. On their inner sides 
the tubes 33 are provided with slots or ports 
35 whereby the interior of the suction cham 
ber 20 is in communication at regions distrib 
uted throughout its extent with the suction 
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producing means 23. At its rear end each of 
the tubes 33 terminates in a member 36 piv 
oted upon bolt 37 carried by the side frame 1 
of the gluing machine G permitting adjust 
ment of the conveyor and suction unit as a 
whole to bring its forward or right end to 
any suitable height. In each of the mem 
bers 36 is a plug 38 which seals of the end of 
the associated tube 33. 

Extending transversely of the conveyor 
and suction unit and secured at its opposite 
ends to members 36 is the bar or strip 39 
upon which is pivoted, by hinges at 40, a simi 
lar transversely extending strip 41, to which 
is secured the aforesaid nose portion N of the 
suction chamber. The upwardly and rear 
wardly inclined portion 20b of the suction 
chamber terminates at a felt pad 42 with 
which engages the bottom wall 43 and side 
walls of the suction chamber extension N 
whose upper wall is comprised by wire net 
ting 24, or equivalent means, and extends 
practically to the extreme rear end, point or 
nose of member N whereby suction is applied 
from practically substantially the extreme 
end of the section N throughout that section 
and the main chamber 20. 
Within the right or forward end of each 

of the tubes 33 is disposed a longitudinally 
movable. plunger 44 carrying the bearing 45 
for the roller 13 and thrust forward by the 
helical spring 46 confined by the fixed plug 
47, whereby the bearing 45 is thrust for 
wardly or to the right to maintain the apron 
or belt 9 under suitable tension. . 
While the roller 13 may operate solely as 

an idler, over which the belt or apron 9 passes, 
the driving of the belt by the rollers 14, 14 
may be assisted by the belt 48 driven by the 
pulley 49, driven with the rollers of the ad 
hesive-applying machine G, and driving the 
pulley 50 secured upon the shaft of the roller 
13. - 

It will be noted that the apron or conveyor 
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belt 9 after passing over the roller 12 sub 
stantially immediately passes onto the perfo 
rated end and upper faces of the nose exten 
sion N which serves as an additional guide 
or support for the belt. 
With the parts in the position indicated in 

Figs. 5, 8 and 10, the upper face 24 of the 
nose extension N lies substantially in the 
plane of the upper face 24 of the main suc 
tion chamber 20; the apron or belt 9 passes 
over the roll 12, thence over the extension N 
and thence over the upper face of the main 
suction chamber 20 and finally over the roller 
13. 
With the extension member N in this posi 

tion, its interior is in communication with 
the main suction chamber 20, and, therefore 
with the suction-producing means 23 and, in 
consequence, suction is produced within the 
extension Neven to its rearmost point where 
by suction is applied to a gummed wrapper 
or label sheet immediately its forward or ad 
vance edge leaves the position of roll 12 and 
engages the belt 9 at the rear end of the nose 
extension. As a result, the wrapper or label 
sheet is held flat to the apron or conveyor belt 
9immediately it leaves the gum-applying roll 
8 and, indeed, suction is applied to the sheet 
before the completion of distribution of the 
adhesive to its rear edge. In consequence, 
the gummed wrapper or label sheets are held 
straight and flat, throughout their progress 
from the adhesive applying means to the 
right or forward end of the suction chamber. 
When the frame 1a is thrown back, for ac 

cess to the feeding and gumming rolls of the 
machine G, the roller 12 carried by the frame 
1a engages the under side 43 of the nose sec 
tion N and rotates it in similar direction, 
clockwise as viewed in Fig. 6, to the position 
indicated in which the suction connection 
with the nose extension N is broken. Upon 
return of the frame la in counterclockwise 
direction to normal position, the nose ex 
tension assumes its normal position indic 
ated in Figs. 5, 8 and 10, and its lower wall 
43 and side walls again make suction-tight 
connection with the main suction chamber. 
As indicated fragmentarily in Fig. 10, the 

suction and conveyor structure is utilizable 
as an intermediate unit in a system compris 
ing a gumming machine and a wrapping ma 
chine W indicated elementarily at the right 
of Fig. 10 by the usual form block structure F and reciprocating platen P. 
As the wrapper or label sheets are ad 

hesively coated by the machine G, in suc 
cession, they are delivered to the suction and 
conveyor unit which conveys them while held 
flat to a position adjacent the wrappingma 
chine W(of the character disclosed in Let 
ters Patent 691329 or 1,541,255) to which 
they may be automatically fed; or an opera 
tor may bring a box or similar article into 
contact and into register with the gummed 
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side of the wrapper sheet while still upon the 
right end of the apron or conveyor belt; or 
the operator may remove the gummed wrap 
per sheet from the belt 9 onto a table where 
the box or similar article may then be brought 
into register and thereafter the registered 
wrapper and box may be placed in the wrap 
ping machine W. 
For maximum output in wrapping boxes 

or analogous articles it is essential that the 
wrapping machine W be operated at maxi 
mum permissible speed and that a box or 
other article be wrapped for each cycle of its 
operations. Contributing to maximum out 
put is the operation effective in accordance 
with my method and by my apparatus in 
preventing curling or bowing of the wrapper 
or label sheets and the prevention of the turn 
ing in of its edges or corners. This is ac 
complished in accordance with my invention 
with the result that the gummed labels or 
wrappers reach the operator flat or straight, 
requiring no handling on the part of the op 
erator to uncurl or straighten them and, ac 
cordingly, Saving the time incident to such 
handling by the operator, permitting the op 
erator to feed the wrapper and boxes at max 
imum speed to the wrapping machine W. 

It will be observed that each gummed label 
or wrapper moving with the conveyor belt 
or apron 9 eventually passes into a region R 
where the suction effect is discontinued. This 
result is effected, in the example shown, by 
terminating the suction chamber 20 short of 
the roll 13. Accordingly, the operator may 
readily remove the labels or wrappers from 
the belt 9 without the necessity of overcom 
ing the suction effect, thereby contributing 
to the speed and ease with which coated wrap 
pers are individually assembled with indi 
vidual boxes prior to the wrapping opera 
tion. Furthermore, in the preferred form 
of my invention, the belt or apron 9 brings 
wrappers in succession to the region R and 
then pauses momentarily. By so doing, the 
assembling operation noted above is the more 
readily. performed since a wrapper or label 
may be easily and quickly removed from the 
stationary belt surface. 
In both forms of apparatus heretofore de 

scribed, the conveyor belt or apron 9 is in 
termittently driven by the intermittently 
driven rolls 14, simultaneously or in step 
with the rolls 5 which intermittently rotate 
to feed sheets toward the gumming roll 8. 
It will be understood, however, that as re 
gards some of the aspects of my invention 
the belt or apron 9 may, when suitable or de 
sirable, move continuously, 
What I claim is: 
1. In the art of applying adhesive-coated 

wrapper or label sheets to boxes or the like, 
the method which comprises transferring the 
sheet, coated with fluid adhesive, directly to 
and advancing it by contact thereof with a 

O 

5 

85 

95 

00 

105 

5 

20 

25 

6. 



3. 

O 

5 

20 

25 

30 

35 

60 

1,818,198 

moving surface, and applying fluid pressure 
to the sheet as soon as it engages said surface 
and during its movement there with to hold 
the sheet against said surface. 

2. In the art of applying adhesive-coated 
wrapper or label sheets to boxes or the like, 
the method which comprises transferring the 
sheet coated with fluid adhesive, and advanc 
ing it by contact thereof with a surface mov 
ing in a curvilinear path, applying fluid pres 
sure to the sheet as soon as it engages said 
surface to hold the sheet against said sur 
face, continuing movement of the surface in 
a substantially rectilinear path, and continu 
ing application of pressure to the sheet to 
hold it flat upon said surface. 

3. In the art of applying wrapper or label 
sheets to boxes or the like, the method which 
comprises advancing a sheet, progressively 
applying an adhesive coating in a direction 
from its advance toward its rear edge, and 
before completion of the application of the 
adhesive coating transferring the advance end 
of the sheet to a conveying surface, and at 
the same time applying to the sheet a fluid 
Eure to hold it against the conveying sur 
aCe 

4. In the art of applying wrapper or label 
sheets to boxes or the like, the method which 
comprises advancing a sheet, progressively 
applying an adhesive coating in a direction 
from its advance toward its rear edge, and, 
before completion of the application of the 
adhesive coating, applying to the sheet a 
fluid pressure to hold it against a conveying 
surface moving in a curvilinear path, con 
tinuing the movement of the conveying sur 
face in a substantially rectilinear path, and 
continuing the fluid pressure upon said sheet 
to hold it flat against said surface. 

5. In the art of applying adhesive-coated 
wrapper or label sheets to boxes or the like, 
the method which comprises advancing the 
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sheet having a coating of adhesive on one face 
by contact of said sheet with a surface mov 
ing in a curvilinear path, applying suction to 
the opposite face of the sheet immediately 
it engages said surface to hold the sheet 
against said surface, continuing movement of 
the surface in a substantially rectilinear path, 
and continuing application of suction to the 
sheet to hold it flat upon said surface. 

6. In the art of applying wrapper or label 
sheets to boxes or the like, the method which 
comprises advancing a sheet, progressively 
applying an adhesive coating in a direction 
from its advance toward its rear edge, and 
before completion of the application of the 
adhesive coating transferring the advance 
end of the sheet to a conveying surface, and 
at the same time applying suction to the op 
posite face of the sheet to hold it against the 
conveying surface. 

7. In the art of applying wrapper or label 
sheets to boxes or the like, the method which 

5 

comprises advancing a sheet, progressively 
applying an adhesive coating in a direction 
from its advance toward its rear edge, and 
before completion of the application of the 
adhesive coating applying suction to the sheet 
to hold it against a conveying surface moving 
in a curvilinear path, continuing the move 
ment of the conveying surface in a substan 
tially rectilinear path, and continuing appli 
cation of suction to hold the sheet flat upon 
said surface. 

8. In the art of applying wrapper or label 
sheets to boxes or the like, the method which 
comprises applying adhesive to a face of a 
sheet, transferring the sheet directly to a 
moving conveying surface, applying suction 
to the uncoated face of the sheet through the 
conveying surface to hold the uncoated face 
in contact with the conveying surface, and 
continuing the application of suction during 
the continued advance of the sheet for a pe 
riod effecting seasoning of the sheet, where 
by the sheet lies flat against said surface 
after discontinuance of the suction. . 

9. In a system for applying gummed 
wrapper or label sheets to boxes or the like, 
the combination with a main suction cham 
ber of an extension suction chamber pivoted 
with respect thereto, a porous conveying 
member passing over said chambers in suc 
cession, and means for effecting sub-atmos 
pheric pressure in said chambers for hold 
E. the sheets against said conveying mem 
e. 

10. In a system for applying gummed 
Wrapper or label sheets to boxes or the like, 
the combination with a main suction cham 
ber, of an extension suction chamber piv 
oted with respect thereto, a porous convey 
ing member passing over said chambers in 
succession, and suction producing means con 
nected with said main chamber, whereby the 
sheets are held against said conveying mem 
ber during its passage over said main and 
extension chambers. 

11. In a system for applying gummed 
wrapper or label sheets to boxes or the like, 
including mechanism for applying adhesive 
to sheets, a suction chamber having a per 
forated pointed end adjacent the point of 
sheet delivery of said mechanism, a porous 
conveying member passing over said pointed 
end of said suction chamber, and means for 
producing sub-atmospheric pressure in said 
suction chamber, whereby advance edges of 
sheets are held against the pointed end of 
said conveying member as soon as they 
emerge from said mechanism. 

12. In a system for applying. gummed 
wrapper or label sheets to boxes or the like, 
including mechanism for applying adhesive 
to sheets, a suction chamber having a point 
ed end adjacent the point of sheet delivery of 
said mechanism, a roller adjacent said point 
ed end, a porous conveying member passing 
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over said roller and said pointed end of said 
chamber, means for pivoting said chamber, 
a pivoted frame carrying said roller, said 
chamber movable about its pivotal axis upon 
movement of said frame, and means for pro 
ducing sub-atmospheric pressure in said suc 
tion chamber, whereby sheets are held 
against said conveying member immediately 
they are delivered from said mechanism. 

13. In a system for applying gummed 
wrapper or label sheets to boxes or the like, 
mechanism for applying an adhesive coating 
to sheets and comprising an adhesive-apply 
ing roll, a pivoted throw-back frame, sheet 
feeding and guiding means carried thereby, 
a roller on said frame disposed adjacent the 
point of delivery of sheets from said mech 
anism, a pivoted suction chamber terminat 
ing immediately adjacent said roller and 
movable about its pivotal axis upon move 
ment of said frame, a porous conveying 
member passing over said roller and said 
suction chamber, and means for producing 
sub-atmospheric pressure in said chamber 
whereby sheets are held against said convey 
ing member immediately they are delivered 
from said mechanism. 

14. In a system for applying gummed 
wrapper or label sheets to boxes or the like, 
mechanism for applying an adhesive coating 
to sheets, a main suction chamber, an exten 
sion suction chamber pivoted with respect 
thereto and having its end disposed adjacent 
the point of delivery of sheets from said 
mechanism, said mechanism comprising a 
throw-back frame and sheet feeding and 
guiding means thereon, said extension suc 
tion chamber movable about its pivotal axis 
upon movement of said frame, a porous con 
veying member passing over said extension 
and main chambers in succession, and means 
for producing sub-atmospheric 
said chambers whereby the sheets are held 
against said conveying member immediately 
they are delivered from said mechanism and 
during their passage over said chambers. 

5. In the art of transporting freshly 
gummed wrapper or label sheets, the method 
which comprises applying an adhesive coat 
ing to a sheet, transferring the sheet to a sur 
face moving toward a predetermined region, 
applying fluid pressure to the sheet to hold 

OCT Y 
Viv L. V. K. 

it flat against said surface. and in said region 
discontinuing the application of said fluid 
pressure upon said wrapper during further 
movement thereof with said surface. 

16. In the art of transporting freshly 
gummed wrapper or label sheets, the method 
which comprises applying an adhesive coat 
ing to a sheet, transferring the sheet to a sur 
face moving step-by-step toward a predeter 
mined region, applying fluid pressure to the 
sheet to hold it against said surface, and in 
said region discontinuing the application of 
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said fluid pressure at the end of a step of 
movement of said surface. 

17. In a system for transporting gummed 
wrapper or label sheets, including sheet 
gumming and delivering mechanism, an end 
less conveyer comprising an intermittently 
movable porous member to which said mech 
anism directly transfers the freshly gummed 
sheets, and means for applying suction 
through said conveying member to a plural 
ity of sheets to hold their uncoated faces flat 
upon said conveying member during travel 
there with. 

18. In a system for transporting gummed 
wrapper or label sheets, the combination 
with a coating roll and a coacting feed roll, 
a third roll, a movable support for said feed 
and third rolls, an endless conveyer travers 
ing said third roll and another roll spaced 
theirefrom and receiving gummed sheets in 
succession from said coating roll, and means 
for causing greater fluid pressure on the 
coated than the uncoated faces of the sheets 
to hold their uncoated faces against said con 
veying member during travel therewith. 

19. In a system for transporting gummed 
wrapper or label sheets, the combination with 
a coating roll and a coacting feed roll, a third 
roll, a pivoted support for said feed and 
third rolls for moving them with respect to 
said coating roll, an endless conveyer trav 
ersing said third roll and another roll spaced 
therefrom and receiving gummed sheets in 
succession from said coating roll, and means 
for causing greater fluid pressure on the 
coated than the uncoated faces of the sheets 
to hold their uncoated faces against said con 
veying member during travel therewith. 

20. In a system for transporting adhesive 
coated wrapper or label sheets, the combina 
tion of a sheet-coating roll and a cooperating 
sheet-feeding roll, a third roll, a movable 
support for said sheet-feeding and third roll, 
an endless conveyor driven by the said third 
roll and another roll spaced therefrom, and 
means for causing preponderance of pres 
Sure on the coated faces of the sheets to hold 
them substantially flat against the conveying 
member during travel therewith. 

21. In a system for applying gummed 
Wrapper or label sheets to boxes or the like, 
including mechanism for applying an adhe. 
sive coating to sheets and comprising an ad 
hesive applying roll, a pivoted throw-back 
frame, a roller on said frame disposed adja 
cent the point of delivery of sheets from said 
mechanism, a pivoted suction chamber ter 
minating immediately adjacent said roller 
and movable about its pivotal axis upon 
movement of said frame, a porous conveyin 
member passing over said roller and sai 
suction chamber, and means for producing 
sub-atmospheric pressure in said chamber to 
hold the freshly coated advance edges of 
sheets against said conveying member imine 
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diately they emerge from said mechanism. 
22. In a system for applying gummed 

wrapper or label sheets to boxes or the like 
including a sheet-gumming roll, means for 
stripping the sheets as coated from said roll, 
a porous conveying member, and a suction 
chamber therefor closely approaching said 
stripping means to hold the sheets flat 
against said conveyor member as they are de 
flected thereto by said stripping means. 

23. In a system for applying gummed 
wrapper or label sheets to boxes or the like 
including an adhesive-coated member, means 
for stripping the sheets as coated from said 
roll, a conveyor member, and means for caus 
ing greater air pressure on the coated than 
the uncoated faces of the sheets as they are 
deflected by said stripping means toward 
said conveyor mechanism. 

24. In a system for applying gummed 
wrapper or label sheets to boxes or the like, 
the combination with a main suction cham 
ber, of an extension suction chamber pivoted 
with respect thereto, conveyor belt structure 
transporting sheets over said chambers in 
succession, and means for effecting sub-at 
mospheric pressure in said chambers for 
holding the sheets against said conveyor belt 
structure. 

25. In a system for transporting gummed 
wrapper or label sheets, including a sheet 
gunming roll, a suction chamber having a 
perforated end adjacent said roll, a porpus 
conveying member passing over said end of 
said suction chamber, means for producing 
sub-atmospheric pressure in said suction 
chamber, whereby advance edges of sheets 
are held against said conveyor member as 
soon as they emerge from said roll, and 
means for supporting said conveyor member 
beyond the other end of said suction chamber 
to permit removal of the coated sheets from 
the conveyor member beyond said other end 
without hindrance from suction. 
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