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1
This invention relates to abserbent packs for
introduction into the vaging,.

A pack according to the invention consists of
absorbent sheet material, folded into g series of

It may' be additionally compressed in
other directions. The pack is. desirably of the
usual rod shape, longer than its diameter, with
the lines of folding of the Dleats parallel to the
length of the pack, The pack is preferably of
cylindrical form; to attain which the rectangular
Cross sectional form that is the direct resulf of
the pleating and the

extrusion from the vagina.

The pleated formation may be broduced in vari-
ous ways. According to g convenient method,
the pleating is arrived at by a brogressive proce-
dure in which the flat sheet of material is con-
verted into g corrugated sheet with the corruga-
tions paralle] to one another; ang the corruga-
tions are closed together until they are converted
into the compressed pleats.

This procedure may be carried out by confin-
ing the flat sheet, between g bair of plates cover-
ing the cut piece of sheet above ang below and
Spaced apart by ahout the thickness of the sheet.
One of the edges of the sheet which are to be

lateral compression' of the:
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lengthwise. in the completed pack and to which!
the corrugations are to be parallel, is lodged:
against 4 member that acts as a stop to prevent
bodily displacement of the sheet. The opposite’
barallel edge of the sheet is engaged by a mem=~
ber that moves. in the direction of the stop; Such'
movement causes the flat sheet to

“to be progressively reduced and the. sheet:
material of which they are composed to become
denser.

Preferably the. Pack according to this invention’
i5 of the hairpin form comprising two separate’

-at-a hairpin hesd at one:

ing drawings viz,, .
Figure I shows the raw material of the pack,
Figures IT to V are perspective views showing’

essential parts of apparatus for making the packs,

and illustrating stages in the method of many-
facture,

Figure VI ig g berspective view of the finished
pack, drawn to g larger scale.

Referring to the drawings, Figure T shows the
rectangular sheet @ of cotton woo] from which
the pack is made. The length I of the sheet ig
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paraliel plates are spaced apart by about the
thickness of the sheet 10. The upper plate i2
can be swung back about a pivot 14 to enable the
sheet 10 to be laid upon the lower plate {3, and
then replaced.

Spaced -away from the end {5 of the pair of
plates is.a member {6, in which' is fixed a die {1
having a bore 18 of cylindrical form to shape the
pack to its final cylindrical form. :

Between said end 15 of the plates and said die
i1 is a member 18 providing the funnel shaped
passage 20. The function of said passage 20
is to mould the pack material, as the latter is
pushed through it, from the form which said
material has when it enters said passage 20, to
the final cylindrical form of the die bore 18.
With this object the cross sectional shape of said
passage at its end 2! is that of & fiat rectangle
of the same width as the gap between the plates
{2, 13 and the cross section changes progressively
to ;the aforesaid final cylindrical form at the
end 22. . ‘

23 is a blade positioned with its length ex-
tending in the direction A in which the sheet 10
is to be. compressed and in which it is thereafter
to be driven through the passage 20. The blade
is also positioned with its width W, or greatest
cross-sectional dimension, fransverse to the con-
fining plates 12, i3. Said blade can be moved
in the direction of its length. -

_In making use of this apparatus, the sheet 18
is inserted into the casing as shown in Figure II,
whereupon the blade 23 is applied to the centre
of length of the edge 24 of the sheet that is distant
from the funne! member 18, and is pushed for-
ward in the direction of the:arrow A. It thus
drives the edge 24 of the sheet towards the oppo-
site edge 25. Said edge 25 is held for a time
substantially stationary by the end face 26 of
the member 18. This action causes a series of
even and parallel corrugations, indicated by 21
Figure II to appear in the sheet; and as the blade
23 continues {0 move forward, the corrugations
are pressed together and thereby progressively
assume the form of pleats.

- At the same time the leading edge 28 of the
sheep 19 begins t0 bulge into the passage 20 as
shown in Figure III. There the converging walls
28 offer dragging resistance to the advance of
the outer parts of the edge 25; so that the pleated
sheet. now-progressively assumes a more rod-like
form; and by pending at its centre where the
blade pressure on it is concentrated, begins the
formation of the two legs 28 turned back along
the sides of the blade. Further blade advance,
Figure IV, finally drives the doubled rod into
the bore 18 which shapes it to cylindrical form.
Since, in this operation, the thrust of the blade
elongates the blank to some extent due allowance
for such elongation is made in determining the
length L of the sheet 10. ‘

The blade 23 is then retracted but the shaped
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‘providing the forwardly

pack may be left in the bore 18 for a time in order
to set; and its setting may be assisted by such
treatment as heating. The member 16 having
been moved to another position, the compileted
pack is ejected from the bore 18 by a plunger
20, Figure V.. - ‘ -

_In order o facilitate the. pushing forward of
the pack material: to prevent said material be-
ing cut through by the blade; and to ensure that
the pack is not retracted from the bore {8 when
the blade is withdrawn, the blade is formed in
steps 381 progressively diminishing in thickness
towards the free end of the blade and providing
the narrower thrusting shoulders 32. Also in
order further to combat the tendency of the blade
to retract the pack from the bore (8, the latter
is formed with a number of annular grooves 33
directed acute edges 34
that are effective 1o resist movement of the pack

, in the backward direction.

. A withdrawing cord 35 is sewn to the free orig-
inal sheet 10 in the prober position to appear
at the end of one of the legs 29.

We: claim:

1. The method of making a vaginal pack from
o materially rectangular sheet of compressible ab-
sorbent material, which consists in forming the
sheet into a. series of parallel corrugations and
compressing said corrugations transversely to the

. length of their ridges and thereby converting

them into pleats and compressing the pleated ar-
ticle to coherent rod form.

9. A vaginal pack of rod shape substantially
longer than its diameter and of materially cylin-
drical form, formed of a sheet of absorbent ma-
terial which sheet is in its lengthwise dimension
at least equal to the length of the final pack, said
sheet folded—at lines of folding that are parallel
with the length dimension of the sheet and trans-
verse to the width dimension of the sheet—into
a series of parallel and successively reversed
pleats, the pack being compressed transversely
fo its length and to said lines of folding, which
lines are preserved lengthwise in the final pack.
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