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MANUFACTURE OF PAPER BOXES'

Application filed Ianuarj 10, 1930, Serial No. 419,770.

" The present invention relates to the man-
cfacture of boxes and particularly boxes
made of paper board. The object of the in-
vention is to produce a machine assembled

‘- g box which is so designed and constructed of
" a sheet blank with added reinforcements that

a box of the maximum strength and rigidity
ic obtained from the material employed.

The invention is applicable to a box com- .

“10 prising a body which is folded to form a re-
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ceptacle having a bottom and side and end
walls. The invention -may also be applied
to a separate cover member which is arranged
to telescope over said receptacle or body..
The box produced by means of the im-
proved method of manufacture hereinafter
described is composed of a number of pre-
pared blanks or pieces which are assembled

by a machine, preferably avtomatic in op--

gration, whereby said blanks or pieces are
folded, located and adhesively secured -to-
gether to form a set up box or box members
ready for packing. The box members as pro-
duced according to this invention, have
strongly reinforced corners and bottoms, and
also reinforced tops when the invention 1s
applied to the cover member of the box.
The improved method of manufacture and
the box produced thereby will be. more fully
described hereinafter with reference to the

~accompanying drawings, wherein :
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Figure 1 is 2 perspective view of a tele-
scoping box having two sections, namely the
body or receptacle and the cover therefor; the
latter being broken away to show the inside
of the body; :

Figure 2 is a cross
of Figure 13

Figure 3:is a
line 3—3 of Figure 1,
ing omitted;

Figure 4 is a plan view of the prepared and
partly reinforced blank from which the box
or cover is composed; ;

Figure 5 is a plan view of the blank which
is partly folded and to which blank a bottom

longitudinal section of the
the cover member be-

. or top reinforcement member has been ap-
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plied; and :
Figure 6 is a fragmentary sectional view

ged. ,
Referring to said drawings the body mem--
‘ber 1 and the cover member 2 may be identi-

cal with the exception that the cover member:

section on the line 2—9

of a part of the box member as slightly modi-

is slightly larger than the body member so
as to permit of a telescoping fit. Both of
said members are formed of a substantially

similar shaped blank 3 having. sections: de--

fined by score lines 4. Sections 5 form the
outer side walls and sections 6 form the end
walls of the box member. Flaps or folding
over portions 7—8, connected respectively to

the side walls 5 and end walls 6, are arranged .
to fold inwardly from the top edges of the !

members 5—6. Tongues 9 extend from both
ends of the sections 5 and these tongues are
arranged to fold inwardly so as to be over-
lapped by said folding in flaps 7—8. It will

be understood that the board usually used for -

boxes is apt to tear at the corners especially
on the creased folding lines. It is proposed,
when required, to reinforce the corners of the
box by adhesively securing thereon strips 10
composed of tough paper and when the cor-
ners are folded these strips 10 are doubled
over and thereby provide an efficient rein-
forcement.

The bottom of the body and the top of the

cover member are reinforced by the addition .

thereto of a sheet which substantially covers
said bottom and top, leaving only suflicient
clearance for the bending of the side and end
wall forming sections into a vertical posi-
tion, substantially at right angles to the bot-
tom or top of the box. The cover member
may be cut out at 12 so as to provide a finger
hold to facilitate removal of the cover.

In the operation of the improved method

of manufacture above set forth, the prepared .

blanks are printed, when required and then
passed through a blanking out operation in
which the blanks are cut out and scored as
required. In a subsequent operation the re-
inforcement paper strips 10 are applied at
points adjacent to the corners of the blank,
as shown in Figure 4. These strips are lo-
cated and adhesively secured by means of
an automatically operating machine, special-

ly designed for the purpose. In another op--
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eration the blanks are passed through an-
other machine operation, which folds over
the flaps 7—8 and adhesively secures them
to the side wall sections 5—6 and in this op-
eration the paper strips 10, if employed, are
doubled over on themselves.  Preferably in
a separate machine operation the reinforce-
ment sheet 11 is located in proper relative
position with respect to the bottom or top
of the blank and adhesively secured thereto.
. After the above described operations have
been effected, the blank is then in the condi-
tion to be folded and adhesively secured to
form the set up box member. .In-this final
folding operation, the double side walls are
brought to the vertical position so as to stand
at right angles to the bottom or top of the
member as the c¢ase may be. The tongues 9

“are folded inwardly against the end walls 6
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which are also brought into a vertical or right
angle position relatively to the bottom or top
of the box. When in this position, the flaps
8 are folded over the end wall sections so that
said tongues lie between said end wall sec-
tions and the over-lapping flaps which latter
are adhesively secured to retain the box mem-
ber in the folded set up position.

Referring to Figure 6, herein the construc-
tion is modified slightly in such a manner that
the folded in end wall flap 8 is lengthened
o as to frictionally bear on the surface of the
box bottom and the edge of said flap bears

. against the shoulder 18 formed by the edge

35

of the reinforcement sheet 11. By this means
the folded flaps 8 are retained in place with-

out gluing or any additional sécuring means.
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The box or container hereinbeforedeseribed
has all the essential requirements of an
efficient, economical packing box. = At the

-same time, it is peculiarly strong and rigid

because the sides and ends, as Well as the bot—
tom and top, are formed of & double thick-
ness of board. These results are obtained
without sacrificing the appearance of the box
since the spacing of certain members in re-
lation to other members is such that the in-

terior of the box presents an unusually neat

appearance, resembling a single walled. box
although it is in reality double walled. This
appearance may be brought about by causing
the inner flaps on the side and end sections
to extend approximately the right distance
to contact with the reinforcing sheet on the
bottom and top of the body section of the
box although special accuracy and precision
in manufacture are not required by the im-
proved methods hereinbefore described.

The box or container hereinbefore de-
scribed is conformingly designed to permit
employment of the method of manufacture
hereinbefore described which includes a num-
ber of operations which are preferably effect-
ed by machine operation. Accordingly,a box
is produced that has all the essential require-
ments of an efficient and economical packing
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box. It is to be understood that the claims
hereunto annexed are intended to cover the
above described method of manufacture
which includes the several operations de-
scribed herein and said claims also are in-
tended to cover the product which is substan-
tially the box or box member constructed and
arranged as shown in the accompanying
dmwmcrs

I claim:

1. Ta the manufacture of a bo member of
the class described, the formation of the com-
posing blank by cutting and creasing so as to
define sections. comprising a body, side sec-
tions and end sections, said end and side sec-
tions having flaps connected ther eto, said side
sections having tongues extending laterally
therefrom mountlno a reinforeing sheet on
the inner surface of said body; ioldmo Gver

the flaps connected to the side walls; Uendm(r‘_

said side walls into a ‘Jerpendlcmar Pposition
relatively to said body portion; folding said
tongues inwardly and folding the ﬁaps on
said end walls s0 as o over lis said tongues.

2. In the manufacture of a box membel of

the class described, the formation of the com-
posing blank by cuttmo and creasing so as to
define sections comprising a body, “side sec-
tions and end sections, said end and side
sections having flaps connected thereto, said
side sections havmfr tongues extending later-
ally therefrom; precisely locating and ad-
hesively secunno a reinforcing sheet on the
inner surface of said body; foldi ng over and
adhesively securing the flaps connected to

the side walls to these walls; bending said

side walls into a perpendlcular position rela-
tively to said body portion; folding said
tongues ulwardw and bendmv and adheswe-
ly securing the flaps on said end walls so as
to over-lie said tongues.

3. In the manufacture of a box container
and cover member of the class described, the
formation of the composing blank by cuttmn
and creasing so as to’ define a section form-
ing the top or bottom of the box member, side
sections-and end sections forming the side and
end walls of the box member, ‘Said end and
side sections having flaps connected thereto,
said side sections havmo’ tongues extending
laterally therefrom; premsely locating and
adheswelv securing a reinfor clng sheet on the
inner surface of tne top or botfom forming
section ; locating and adhesively securing re-

1nforcmg strlps on'the corners of said blzmk :

folding over and adhesively securing con’
nected | flaps to said side walls; bend]no said
side walls into a perpenchcular 1\051t10n rela-
tively to the top or bottom of said member;
folding said tongues inwardly and bendmo
and adhesively securing the flaps on said end
walls so as to overlie said tongues and said
reinforcing corner strips.

4. The product of the hereinbefore de-
scribed method consisting of a box compris-
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ing a container member and a telescoping
cover member each member having double
glued side walls, double glued end walls, the
inner wall of said double end walls over-lying
inwardly folding tongues extending from
said side walls and a separate sheet adhesive-

ly secured to the top surface of the bottom

of said container member and on the under
surface of said cover member so as to provide
a reinforcement.

5. A product of the hereinbefore de-
scribed method consisting of a box member
having side walls, double end walls, the inner
end walls over-lying tongues connected to
said side walls, and a separate reinforcing

sheet mounted on the inner surface of the-

bottom or top of said member, providing a
re-enforcement and retentive means for said
inner end walls. '

. 6. A box member produced by the method
hereinbefore described, said member  com-

prising a top or bottom glued double side
walls, double end walls, reinforcement corner
strips, tongues extending from said side

5 walls, the inner wall of said double end wall

over-lying  said tongues- and said corner
strips, and -a reinforcing sheet mounted on
the inner surface of said top or bottom op-
erating as a re-enforcement and as retentive
means for said inner end walls.

7. A box partly or wholly produced by the
method hereinbetore described, said box com-

prising a body or containing member; said

body member having bottom, side and end
walls ; said side walls having inwardly folded
flaps connected to said side walls; said side
walls having end pieces extending therefrom
adapted to be folded inwardly against said
end walls; said end walls having flaps fold-
ing over said pieces and a separate reinforc-
ing sheet located on the top or inner surface
of said bottom so as to provide a reinforce-
ment and means for retaining said end wall
flaps in the folded position.

8. The method of manufacturing lami-
nated boxes which consists in cutting and
scoring the blank to define a body section,
side sections and end sections, the side and
end sections having flaps integral therewith
and the side sections having tongues extend-
ing laterally therefrom, then securing a re-
inforcing sheet on the body portion spaced
from the side and end walls a distance not
less than the thickness of the blank, then
folding over and adhesively securing the
flaps to the side walls to form a double thick-
ness thereof substantially their entire depth,
then bending the side and end walls into a
perpendicular position relative to the body
portion so that the reinforcement on the side
walls contacts with the reinforcing sheet on

the body section and forms a tight joint

therewith, the tongues on said side walls be-
ing bent inwardly to contact with ‘the end

- walls, then folding over the flaps on the end

walls to overlie said tongues and to contact
with the reinforcing sheet on the body sec-
tion thereby forming a closed joint between
the body reinforcing sheet and the flaps: to
give the appearance on the inside of the box
of a single walled box.

In testimony whereof I have hereunto set

my hand.
y CHAMPE S. ANDREWS.
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