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This invention relates to a method of mak-
ing fibrous containers, and is particularly
useful in the manufacture of containers
formed from a single thickness of material,

5 although it will be understood that such ma-
terial may of itself consist of one or more
layers or laminations. :

Bodies for fibrous containers are generally
manufactured either by spirally winding

10 two or more plies of paper board or paper on
a mandrel, or by winding a sheet. of paper
over and over into several plies. The first
process is limited to tubular forms and has
other disadvantages as regards printing and

15 the like; and while the second process over-
comes these, it is slow in operation and gives
a ridge of extra thickness where the first and
last laps lie adjacent one another.

This invention provides for constructing

20 a container body from a sheet of material by
joining adjacent edges of the material into a

joint comprising a plurality .of layers, and °

reducing such joint to substantially the
thickness of the wall by peeling or cutting
25 away the excess material. This excess thick-

ness may be removed by the peeling process-

after the laps are joined together.
By this method the body can either be
made as a continuous tube and cut to desired
30 lengths at the end of the tube manufacturing
mechanism, or it can be made in the form of
sheets; these sheets then being put through
suitable mechanism to form them into con-
tainer bodies. A
By this method the tubular body can be
made of a, single thickness of a single paper
board material, or it can be made of a mul-
tiple material, that is, where several differ-
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ent kinds of paper or board and one or more

40 different kinds of adhesive or waterproofing
joints are combined together to form the
material. Quite often it is desirable to use
such multiple material and when, as in' this
case, such operations are done on large com-

45 bining machines there is a_decided saving in
cost and improvement in quality as compared
to attempting a similar result on a tube
winder.

“Where the tubular bodies are made up

50 from sheet blanks my method has another

* advantage in that white or light colored
paper surface can be used for the outer ply,
and this surface can have a label in one or
more colors printed on it before it is made

55 up into the tubular body.

" Another advantage whén used in the form
of sheet blanks is that such blanks can be.
shipped to consumers at low cost as com-

pared to finished paper cans; the user being

provided with suitable machines to permit 60
of his assembling blanks and making up into
finished cans on his own premises at the
lowest possible cost. -
In the accompanying drawings, illustrat-
ing the present preferred embodiment of my
invention:- e - S :
Figure 1 is a perspective view of & con- .

tainer body constructed according to the in-
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“vention;

Figure 2 is a perspective view, partly
broken away of a completed container
forme((ii from the container body of Figure
1; and ’ b :

Figures 8, 4, 5 and 6 are detailed perspec-
tive views of various types of joints which:
maiy be used in my invention. _ A :

-Tn the illustrated embodiment of the in-
vention a piece of fibrous material 2 of any
desired dimensions is formed into a com-
tainer body with the adjacent edge portions
3 overlapping. These edge portions are se-
cured together with an adhesive and the joint
takes the form of Figure 3. The upstanding
portions 4 are then cut away, as indicated
in Figure 4, thus reducing the joint to sub-
stantially the thickness of the container
walls. In this form of joint a certain
amount of preforming of the edge portions
3 may be required, in order to make a tight
joint. Figures 5 and 6 show a slightly modi-
fied form of joint in which the edge portions
3 are inclined with respect to the container
body and a wedge-shaped portion 5 is skived-
off to reduce the thickness of the joint at
each side. ' :

Regardless of the particular joint used,
the container body is of substantially uni-
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form thickness and the joint may, therefore,

be beaded and rolled like any other portion

of the container body, as shown in Fig. 2. 100
I provide a container formed from ma-

teriai) of substantially uniform thickness,

having adjacent edges of the material united

in a joint comprising a plurality of layers,

‘the thickness of the material being reduced 105

at the joint to make the joint substantially
the thickness of the container material. It
will be understood that the container may be
of any shape and that a number of pieces of
material may be employed in its construc- 110



2

tion, since the joint may be as readily made
between adjacent edges of separate pieces as
between adjacent edges of the same piece.
Containers so formed are inexpensive and
easy to construct and are strong and secure.

_While I have illustrated one embodiment
of the invention, it will be understood that
it is not limited thereto, but may be other-

~ wise embodied within- the scope of the fol-
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lowing claims.
I claim: o :
1. The method of making fibrous contain-
ers having walls of substantially uniform
thickness, which includes joining adjacent
edges of material comprising the container,
the joint comprising a plurality of layers,
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and thereafter reducing the total thickness
of the material forming the joint to substan-
tially the thickness of the material by cut-
ting away a portion of the material, substan-
tially as described.
- 2. The method of making fibrous contain-
ers- having walls of substantially uniform
thickness, which includes lapping adjacent
edges of material comprising the container,
and thereafter reducing the thickness of the
material forming the joint by cutting away
a portion of the material, substantially as
described.

In testimony whereof I have hereunto set

my hand. .
LEWIS C. BROOKS.
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