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ABSTRACT: Two assemblies of continuous form or series 
connected envelopes are simultaneously made by advancing 
an elongated web of sheet material in a longitudinal direction, 
folding opposite marginal portions of the advancing web in 
wardly toward each other, joining each marginal portion in 
face-to-face relation to an associated underlying portion of the 
web along longitudinally spaced generally transversely extend 
ing lines of attachment to form two assemblies of envelope 
bodies connected together by an exposed intermediate por 
tion of the web, and cutting the advancing web along its inter 
mediate portion to simultaneously form closing flaps for the 
envelopes comprising each of the assemblies and to separate 
the two assemblies from each other. In accordance with a 
further method of the invention the envelopes of each as 
sembly are further separated into sets, each set including a 
plurality of envelopes joined together in end-to-end relation 
and having connecting strips at the opposite ends thereof. The 
sets are arranged with the connecting strips thereof longitu 
dinally aligned and are joined together in series-connected 
relation by attaching a pair of spaced carrier strips to the con 
necting strips. 
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1. 

METHOD FORMAKNG CONTINUOUSFORM 
ENVELOPES 

BACKGROUND OF THE INVENTION 

This invention relates in general to continuous form en 
velopes and deals more particularly with improved continuous 
form envelope structure and methods for making same. 

SUMMARY OF THE INVENTION 

In accordance with the present invention continuous form 
envelopes are made by folding and joining portions of an ad 
vancing web of sheet material to simultaneously form two 
groups of series-connected envelope bodies and cutting the 
advancing web to simultaneously shape the envelope closing 
flaps and separate the envelope assemblies from each other. 
The envelopes comprising each assembly are further 
separated into sets, each set including a plurality of joined 
together in end-to-end relation. The sets are joined together in 
series-connected relation by applying spaced carrier strips 
thereto. 

BRIEF DESCRIPTION OF THE DRAWINGS 
FIG. 1 is a fragmentary plan view of an envelope assembly 

made in accordance with the present invention. 
FIG. 2 is a sectional view taken along the line 2-2 of FIG. 

1. 

FIG. 3 is a somewhat reduced plan view of a web of sheet 
material from which the envelope assembly of FIG. 1 is made 
and shows, from left to right, successive changes in the materi 
all as two envelope assemblies are simultaneously formed 
therefrom. 

FIG. 4 is a fragmentary plan view of another envelope as 
sembly made in accordance with the invention. 

FIG. 5 is a generally similar to FIG.3 but illustrates another 
method for simultaneously making two assemblies of series 
connected envelopes. 

FIG. 6 is a fragmentary continuation of FIG. 5. 
DETALED DESCRIPTION OF THE PREFERRED 

EMBOOMENTS 

Turning now to the drawings and referring first particularly 
to FIGS. i and 2, a typical assembly of continuous form or se 
ries-connected envelopes made in accordance with a method 
of the present invention and indicated generally at 10 com 
prises a group of individual seamless envelopes 12, 12 con 
nected together in end-to-end relation along lines of perfora 
tion or weakening 14, 14. Each envelope has a body defining a 
pocket and formed by a front panel 16 and a rear panel 18 
connected to the lower edge of the front panel along a longitu 
dinally extending fold line 20. The panels 16 and 18 are joined 
together in face-to-face relation near the lines of weakening 
14, 14 which define the opposite ends thereof by lines of at 
tachment defined by strips of adhesive 22, 22. 
The rear panel 18 has a line 23 imprinted thereon to simu 

late an envelope bottom panel of conventional folded type. 
Each envelope 12 also includes a triangular closing flap 24 
connected to the upper edge of the front panel 16 along 
another longitudinally extending fold line 26. A chevron 
shaped line of adhesive 28 which may, for example, be of a 
remoistenable or pressure sensitive type is carried by the clos 
ing flap 24 for sealing the flap in engagement with the rear 
panel 18 to provide a closure for the mouth of the envelope. 
A two-up method for simultaneously making two assemblies 

of series-connected envelopes 10, 10 from an advancing elon 
gated web of sheet material or paper 30 is illustrated in FIG. 3. 
The illustrated method is particularly adapted to be practiced 
with a conventional automatic envelope making machine of 
the type capable of continuously advancing the web at high 
speed through a plurality of work stations where a variety of 
operations are performed thereon, as, for example, scoring, 
folding, gumming, cutting and imprinting messages or designs. 
However, for clarity of illustration, the machine is not shown. 
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2 
The sequence of operations may vary and will, of course, de 
pend upon the arrangement of the various work stations and 
the order in which these stations are encountered by the ad 
vancing web. A preferred sequence of operations is illustrated 
and will be evident from consideration of the web 30 as 
viewed from left to right in FIG. 3 or in the direction of web 
advance as indicated by the arrow. 

Further considering FIG. 3, the parallel score or fold lines 
20, 20 and 26, 26 are formed on the advancing web and 
separate marginal portions 32, 32 from a central portion 34 
thereof. Each marginal portion 32 is folded inwardly or 
toward the other marginal portion and along a respectively as 
sociated fold line 20 to over lie the central portion 34. The 
bodies of the envelopes 12, 12 are formed by connecting each 
marginal portion 32 in face-to-face relation to an associated 
underlying part of the central portion 34 by the lines of adhe 
sive 22, 22 which, as shown, are applied to each marginal por 
tion before it is folded. Moist adhesive is preferably used and 
for this reason each line of adhesive 22 is spaced from its 
respectively associated fold line 20 by a small margin suffi 
cient to accommodate a folding bar of a conventional en 
velope making machine without danger of the folding bar 
smearing the adhesive. At this point, it should be noted that 
the lines of adhesive 22, 22 applied to one marginal portion 32 
are longitudinally offset with respect to the lines of adhesive 
22, 22 applied to the opposite marginal portion. Thus, two as 
semblies or groups of envelope bodies are formed at opposite 
sides of the folded web, the envelope bodies in one group 
being longitudinally offset with respect to the envelope bodies 
in the other group. Preferably and as shown, the two groups of 
envelope bodies are longitudinally offset with respect to each 
other a distance substantially equal to one-half the longitu 
dinal dimension of an envelope body 12. Each group of en 
velope bodies is connected to the other by an intermediate 
portion of the web indicated at 36 and exposed between the 
longitudinally extending free or inner edges of the marginal 
portions 32, 32. Each marginal portion 32 forms the front 
panels 16, 16 of an associated group of envelope bodies, the 
back panels 18, 18 thereof being formed by an associated un 
derlying part of the web central portion 34. In accordance 
with the illustrated method the lines 23, 23 are imprinted on 
the lower surface of the web 30 before it is folded. 
Adhesive for sealing the envelope closing flaps is preferably 

applied to the intermediate portion 36 when the lines of adhe 
sive 22, 22 are applied to the web. The flap adhesive may be 
applied in various continuous or interrupted patterns and may, 
if desired, cover the entire intermediate portion 36. In the il 
lustrated case, a line of adhesive 37 is applied in a zigzag pat 
tern to the intermediate portion 36 and extends in a generally 
longitudinal direction alternately traversing the intermediate 
portion in one and an opposite direction. 
The various lines of weakening 14, 14 are preferably formed 

on the folded web after the envelope bodies are formed. Each 
line of weakening 14 extends inwardly from an associated fold 
line 20 and terminates at or near a respectively associated one 
of the fold lines 26, 26. The various lines of weakening 14, 14 
define the end portions of the envelope 12, 12, consequently, 
the line of weakening associated with one group of envelope 
bodies are longitudinally offset with respect to the lines of 
weakening on the opposite group of envelop bodies. 

In accordance with the present invention, the advancing 
web is cut to form the envelope closing flaps and simultane 
ously separate the two groups of series-connected envelopes 
from each other. In the illustrated case, the two envelope as 
semblies 10, 10 are separated from each other by cutting the 
advancing web along a parting line 38 which alternately 
traverses the intermediate portion 36 and forms an alternate 
series of junctures with the lines of weakening 14, 14 near the 
fold lines 26, 26. In the illustrated case the parting cut is made 
along the line of adhesive 37. Thus, a plurality of substantially 
identical triangular-shaped envelope flaps 24, 24 are formed 
as the two envelope assemblies are separated, each flap being 
connected to an associated envelope panel 16 and carrying a 
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chevron-shaped line of adhesive 28. The individual envelopes 
12, 12 which comprise each group or assembly 10 may be 
further separated from each other along the various lines of 
weakening 14, 14. 
The envelope assemblies 10, 10 may, if desired, be formed 

with inserts therein, a typical insert being indicated at 40, 40 
in FIG. 3. Each insert 40 is positioned on the web 30 before 
the marginal portions 32, 32 are folded inwardly. One or more 
spots of release-type adhesive such as indicated at 42, 42 may 
be employed if desired, to retain each insert in proper position 
while an associated envelope 12 is formed therearound. Each 
envelope 12 may also be provided with a window formed 
therein, such as indicated at 44, so that material printed on an 
associated insert 40 before assembly will be visible 
therethrough. The window also facilitates imprinting on the 
latter inserts at some later time. 
Another assembly of series-connected envelopes made in 

accordance with another method of the present invention and 
particularly adapted to be advanced by a positive feed 
mechanism, such as a pinwheel feed device (not shown), is in 
dicated generally at 10a in FIG. 4. The envelope assembly 10a 
generally comprises a plurality of envelope sets 46, 46 joined 
together in longitudinal series. Each envelope set 46 includes 
tow or more envelopes 12a, 12a connected together in end-to 
end relation and has connecting strips 48, 48 extending out 
wardly from its opposite ends. The envelopes 12a, 12a are 
separated from each other and from the connecting strips 48, 
48 by lines of weakening 14a, 14a. The sets 46, 46 are retained 
in series-connected relation by the carrier strips 50, 50 adhe 
sively attached to the connecting strips 48, 48. Each carrier 
strip has a longitudinally spaced series of configurations or 
feed holes 52, 52 formed therein for cooperating with an as 
sociated feeding mechanism of the aforedescribed type. Each 
envelope 12a is substantially identical to the previous 
described envelope 12 and parts thereof which correspond to 
parts previously described bear the same reference numeral 
and a letter "a" suffix and will not be thereinafter further 
described. 
A method for simultaneously making two assemblies of se 

ries-connected envelopes 10", 10' from an elongated web of 
sheet material or paper 30a is illustrated in FIG. 5. The en 
velopes which comprise the assemblies 10", 10' are in turn 
used in making the assembly 12a as illustrated in FIG. 6. As in 
the previously described method, a plurality of operations are 
simultaneously performed on the web 30a as it continuously 
advances in an automatic envelope making machine (not 
shown). A preferred sequence of operation will be evident 
from FIG. 5 as viewed from left to right or in the direction of 
advance as indicated by the arrow thereof. 
As the web advances, each marginal portion 32a is folded 

inwardly or toward the other along a longitudinally extending 
fold or score line 20a. The width of the web 3.0a is substan 
tially greater than the combined width of the two marginal 
portions 32a, 32a so that an intermediate portion of the web 
indicated at 36a is exposed between the free side edges of the 
two-folded marginal portions. As in the previously described 
method, each marginal portion 32a is joined to its associated 
underlying portion of the web along longitudinally spaced and 
generally transversely extending lines of attachment defined 
by lines of adhesive 22a, 22a. It will be noted, however, that 
the arrangement of the lines of adhesive 22a, 22a differs 
somewhat from the arrangement of the corresponding lines 
22, 22 shown in FIG. 3. More specifically, the lines 22a, 22a 
are arranged in longitudinal sets, each set being separated 
from the next successive one by a connecting portion of the 
web indicated at 54. 
When the marginal portions 32a, 32a are connected to the 

web central portion 34a, two groups of series-connected en 
velope bodies are formed at opposite sides of the folded web 
and are connected together by the intermediate portion 36a. 
Each group comprises a plurality of sets of envelope bodies 
separated from each other by connecting portions 54, 54. 
Each set in turn comprises a plurality of individual envelope 
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4. 
bodies joined together in end-to-end relation. Lines of 
weakening 14a, 14a, which, as shown, are formed on the web 
before it is folded, define the end portions of each envelope 
body. At this point, it should be noted that the sets which ulti 
mately comprise one group or assembly 10' are longitudinally 
offset with respect to the sets comprising the other or opposite 
group. Preferably, and as shown, the sets are longitudinally 
offset with respect to each other a distance substantially equal 
to one-half the longitudinal dimension of an envelope body. 
Adhesive for sealing the envelope flaps 24a, 24a is 

preferably applied to the intermediate portion 36a when the 
strips of adhesive 22a, 22a are applied to the web. A longitu 
dinal series of strips of adhesive 37a, 37a is applied to the in 
termediate portion 36a and forms an interrupted patter 
thereon. Each line of adhesive 37a forms a generally longitu 
dinally extending zigzag pattern traversing the intermediate 
portion 36a. 
The two groups of envelope assemblies 10", 10' are 

separated from each other and the envelope closing a 24a, 
24a are simultaneously shaped by cutting the web 30a along 
its intermediate portion 36a. In the illustrated case, the assem 
blies 10", 10' are separated and the flaps shaped by alternately 
cutting the intermediate portion 36a along parting lines 38a, 
38a and cutting portions 56, 56 from the web. Each cutout 
portion S6 extends from a connecting portion 54 on one side 
of the folded web to the next successive connecting portion 54 
on the opposite side thereof. Each parting line 38a extends 
along an associated line of adhesive 37a. Thus, the two groups 
of series-connected envelopes are separated from each other 
while a plurality of triangular-shaped closing flaps 24a, 24a 
are simultaneously formed, each closing flap carrying a 
chevron-shaped strip of adhesive 28a. The envelope sets 46, 
46 in each group 10' are separated from each other by cutting 
the web 3.0a along lines of separation 58, 58 which extend 
tranversely of the connecting portions 54, 54 so that the con 
necting strips 48, 48 are formed. The latter cutting operation 
is preferably performed when the intermediate portion 36a is 
cut. 

Referring now to FIG. 6, as each successive envelope set 46 
is separated from the advancing web 30a, it is moved away 
from the web and in a direction transverse to the direction of 
web advance by an appropriate conveying means (not shown). 
The envelope sets 46, 46 which comprise one group 10' move 
away from the web in one direction whereas the envelope sets 
46, 46 of the other group 10' move away from the web in the 
opposite direction. As each envelope set 24 moves away from 
the web, it engages a portion of the conveying means which in 
itially increases its speed of transverse movement causing it to 
move to closely spaced relation with the set which precedes it 
so that the flaps 24a, 24a of each envelope set 46 are brought 
into overlying relation with respectively associated portions of 
the back panels 18a, 18a of the preceding set. Thus, the en 
velope sets 46, 46 of each group are arranged in series with the 
connecting strips 48, 48 thereof generally aligned. Each as 
sembly 10a is completed by attaching a carrier strip 50 to the 
aligned connecting strips 48, 48 at each end of the envelope 
sets 46, 46 as the sets are advanced and as shown in FIG. 4. 

I claim: 
1. A method for making continuous form envelope assem 

blies from an elongated web of sheet material comprising the 
steps of advancing said web in a longitudinal direction, folding 
one longitudinally extending marginal portion of said advanc 
ing web inwardly along one longitudinally extending fold line 
and into face-to-face relation with an associated underlying 
portion of said web, simultaneously folding the other longitu 
dinally extending marginal portion of said web inwardly along 
another longitudinally extending fold line and into face-to 
face relation with another underlying portion of said web leav 
ing a longitudinally extending intermediate portion of said 
web exposed between the longitudinally extending free edges 
of said marginal portions, joining said one marginal portion of 
said advancing web to its associated underlying portion along 
one longitudinal series of sets of longitudinally spaced and 
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generally transversely extending lines of attachment, each set 
in said one series longitudinally spaced from the next succes 
sive set in said one series, said one marginal portion and its as 
sociated underlying portion cooperating to define one group 
of envelope bodies comprising one longitudinal series of sets 
of envelope bodies, each set of envelope bodies comprising 
said one group including at least one envelope body and 
separated from the next successive set of envelope bodies in 
said one group by a connecting portion, joining said other 
marginal portion of said advancing web to its associated un 
derlying portion along another longitudinal series of sets of 
longitudinally spaced and generally transversely extending 
lines of attachment, each set in said other series longitudinally 
spaced from the next successive set in said other series, said 
other marginal portion and its underlying marginal portion 
cooperating to define another group of envelope bodies com 
prising another longitudinal series of sets of envelope bodies, 
each set of envelope bodies comprising said other group in 
cluding at least one envelope body and separated from the 
next successive set of envelope bodies in said other group by a 
connecting portion, each of said envelope bodies defining a 
pocket having a longitudinally extending mouth, said sets of 
envelope bodies comprising said one group being longitu 
dinally offset with respect to said sets of envelope bodies com 
prising said other group, and alternately cutting said inter 
mediate portion along a parting line extending in a generally 
longitudinal direction and cutting a portion therefrom as said 
web advances to separate the sets of envelope bodies compris 
ing said one group from the sets of envelope bodies compris 
ing said other group and simultaneously shape a plurality of 
envelope closing flaps, each of said flaps being attached to a 
respectively associated one of said envelope bodies. 

2. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 including 
the additional step of imprinting at least one line on each said 
marginal portions as said web advances to define a plurality of 
simulated envelope bottom panels, each of said simulated bot 
tom panels being respectively associated with one of said en 
velope bodies. 

3. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 including 
the step of applying two transversely spaced apart sets of lon 
gitudinally spaced and generally transversely extending lines 
of adhesive to said web to define said lines of attachment be 
fore the step of folding said one and said other marginal por 
tions and wherein the step of joining each of said marginal 
portions is further characterized as joining each of said mar 
ginal portions to its associated underlying portion by one of 
said sets of lines of adhesive. 

4. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 including 
the step of forming a longitudinally spaced series of lines of 
weakening extending generally transversely of at least each of 
said marginal portions and the respectively associated under 
lying portions of said web to define the end portions of each of 
said envelope bodies and along which each of said envelopes 
may be separated from the other and from the connecting por 
tions after said intermediate portion has been cut. 

5. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 including 
the step of applying adhesive to said intermediate portion. 

6. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 5 wherein the 
step of applying adhesive is further characterized as applying a 
continuous line of adhesive to said intermediate portion and 
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6 
the step of cutting said intermediate portion along said parting 
line is further characterized as cutting said intermediate por 
tion along said line of adhesive. 

7. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 including 
the additional steps of cutting said web along the connecting 
portions to separate each of said sets from the other and to 
define connecting strips at the ppposite ends of each of said 
sets, each of said connecting strips being defined by a part of 
an associated connecting portion, arranging said generally 
aligned, and attaching a pair of spaced carrier strips to said 
connecting strips to form an assembly of series-connected en 
velope sets. 

8. A method for making envelope assemblies from an elon 
gated web os sheet material as set forth in claim 7 wherein the 
step of separating each of said sets is further characterized as 
successively separating each of the sets in said one group from 
the other sets in said one group and successively separating 
each of the sets in said other group from the other sets in said 
other group and wherein the step of arranging said sets is 
further characterized as successively moving each of the sets 
in said one and said other groups in generally opposite trans 
verse direction and away from said web as said sets are succes sively separated. 

9. A method for making envelope assemblies as set forth in 
claim 8 including the additional step of initially increasing the 
speed of transverse movement of each of said sets as its moves 
away from said web to cause each successive set to move into 
closely spaced relation with the set preceding it, said step of 
increasing the speed of transverse movement to be performed 
before the step of attaching said carrier strips. 

10. A method for making envelope assemblies as set forth in 
claim 9 wherein the step of increasing the speed of transverse 
movement is further characterized as increasing the speed of 
transverse movement to cause each successive set to move 
into closely spaced relation with the set which precedes it so 
that each successive set partially overlies a preceding set. 

11. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 wherein the 
step of joining each of said marginal portions to its associated 
underlying portion is further characterized as applying one 
longitudinal series of lines of moist adhesive to a portion of 
said web disposed to one side of said intermediate portions 
and spaced from said one fold line and applying another lon 
gitudinal series of transversely extending lines of moist adhe 
sive to another portion of said web disposed to the other side 
of said intermediate portion and spaced from said other fold 
line and joining said marginal portions to said underlying por 
tions by said moist adhesive when said marginal portions are 
folded. 

12. A method for making envelope assemblies from an elon 
gated web of sheet material as set forth in claim 1 including 
the step of positioning one longitudinal series of longitudinally 
spaced inserts on said web and disposed to one side of said in 
termediate portion, each of said inserts overlying an as 
sociated portion of said one fold line and positioning another 
longitudinal series of longitudinally spaced apart inserts on 
said web and disposed to the other side of said intermediate 
portion, each of said other inserts overlying an associated por 
tion of said other fold line and wherein the step of folding said 
marginal portions is further characterized as simultaneously 
folding said one marginal portion and said one series of inserts 
along said one fold line and said other marginal portion and 
said other set of inserts along said other fold lines. 

xk t s 
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