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o all whom it ma J COneern :

Be it known that I, EDGAR B. STOCKING,
a legal resident of Syl acuse, New York, tem-
porarily residing at Wa shmgton, Dlstrwb of
Columbia, have invented a new and useful
Impmvement in Satchel-Bottomed Bags, and

~1n the method of making the same, of which
S the following is a Specmmtwn

"m:
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- The class of satchel-bottomed ban's to.which
my invention relates may be said t0 comprise

those in which the bottom consists of two outer.

triangular flaps secured to two inner substan-
tmllyr rectangular flaps, and those in which
the bottom consists of four substantially rect-

angular flaps, and in fact all satchel-bottomed

| bflgs in which 1s involved the formation of a

diamond fold during the manufacture thereof.
The method of making this class of bags, as
heretofore practiced, is substcmmally as fol-

lows: A sheet of paper of sunitable dimensions

to produce a bag of the desired size is folded

| long1tud1nally to form a tube open at both

ends, and in practice a tube is also formed by
mmﬂaﬂy folding a continuous sheet or web of
paper, from which tube bag-lengths are cut,

.producmﬂ‘ what I shall herein. term “tubnla,r

 blanks”—that is, a tube of sufficient length to
- malke the body. qnd bottom forming portwns
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- of a satchel-bottomed bag. |
ing portion of this tubular blank is then formed
~into what is known as the ¢ diamond fold,” as

follows: One of its plies is lifted, drawn ba,ck
~and laid down upon that portion of itself WhlGh

- forms a part of the body portion of the bag,
. 35
~ at the transverse cemer of that end of the

such lifting, drawing, and laying down belng

tubular blank which constitutes the bottom-
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~ forming portion thereof, and in such manner
~ that a transverse fold in such ply, at a dis-

tance from its end equal to about one-third its

~ length, or about one-half its width, and two

__ I_dngonal folds e‘zteudmﬂ' from said. tI'&nS"E’eI"ie
fold and meeting, or 11e&rly meeting, at said

45

trapsverse center, are made, and in the other

ply two similar diagonal folds are made, and
the intermediate material is, by such lifting,

drawing back, and laying down, so disposed

| that the ends of the plies lie parallel to each
. other and to the sides of the tubular blank.
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The above- mentioned transverse fold 1 shall
- hereinafter designate as the central transverse

fold of the dl’tmond

The bottom-form-

That portion of the tubular blank which is
in diamond form 1s properly pasted, and two
transverse folds are made at equal distances
from the central transverse fold, the points
overlapping, and the contiguous pfutq are se-
cured together. This complete% the bag.

It will be noticed thatin the abovne_-described
method a motion is required in opening the
tube to the diamond form through a semiecir-
cle, the radius of which is equal to about one-.
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.*.;thu d of the length or about one- halfthe width

of the entire hlank This is objectionable, for
various manifest reasons, either in making
bags by hand or by 1]]:10]111]815’ In the latter

case the formation of the diamond fold neces-

sitates either the stoppage of the feeding mech-
anism or a rapid extended movem ent of devices
out of and in a direction the reverse to that of vo
the line of the feed, and causing in both hand
and machine work an undue strain upon the
maferial and a p10;|ect1011 of a part thereof -

from, its main portion so great as to render

the operation difficult and increase the lia- 73
bility of the escape of the material from the
control of the opemtor or the Opemtmﬁ' mech
anism. :

The ob]ecb of my invention is to obviate

these difficulties and objections, and with this 8o |

purpose in view I have dex ised the method
herein disclosed. -

It consists, broadly, in the mmuﬁctme of
satchel- bottom paper bags of the class referred
to without making any dmmond fold. -
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I deem it proper to state that I am not

aware of any instance before my invention of
the making of a satchel-bottomed bag of said

class w1th0ut at some stage of the manufac-
ture, formmg a diamond fold. 9o
I accomphsh the object of my invention by
Introducing a new step or procedure in the
art in lieu of forming a diamond fold, which
step is forming and, it desired, ﬂattemng an
intermediate transverse fold in the bottom- gg
forming portion of the blank, such fold beihg
located on a line constituting in the completed

‘bag the junction of aside ‘md an internal dap

of the bottom, which step I consider an 1mp01-?

tant feature of my invention. 100

Byan “intermediate transverse fold ?Imean .
a transverse fold which does not extend
thy oughout the entire width of the ply in which
| it 1s formed, and the told-line of W].llch does




- such ply, whether they are parallel, diverging,
- or converging relatively to each other.
‘What 1 have designated as the *‘central

2

- not extend across or include the side edges of | down upon itself through a semicirele, b a,

transversefold” of the diamond and those folds | : b v o
‘terial, has a radius one-half that of the semi-
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cross, embrace, and involve the
- ply or plies..

e edges of such

- The substitution or introduction of thisnew
- Step 1n the manufacture of satchel-bottomed

bags from plain tubular blanks results in an
. article which is new and improved, and which -
~might be made by other methods than that

herein disclosed.

My invention therefore consists, also, in a
satchel-bottom bag - the bottom of which con-
- sists of an intermediate transverse fold, two

Interposed diagonal folds, and a covering-flap,
the former underlying the printing-field of

the bag, and the V-shaped outwardly-project-
25 1ng portions of the diagonal folds located out-
-~ side of said field. - - |
- The advantage of a bag of this construction

~ is realized wlhen printed matter is put upon

1ts body portion, the

|

~and directly underlying the usual field for
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- printed matter, and each ontwardly-projecting.
35
- folds is outside of said field, and facilitates

V-shaped portion of the interposed diagonal

the printing of the bag, when completed, down
to its extreme bottom edge, thus obviating the
necessity of printing upon the web or tubular
blank before folding. | -

To enable those skilled in the art to prac-
tice my method and to construct my improved
satchel-bottomed bag, reference is made in
the following more particular description to
the accompanying drawings, making a part
hereof, in which like letters refer to like parts,
and 1n which— | | -

Iigure 1 represents, in plan and eentral
section, the tubular blank as it appears at the
commencement of the folding operation; TFig.
2, the sameintermediately transversely folded;
Fig. 3, the same thus folded and flattened,
and Kig. 4 the completed bag.

A 1ndicates the body-forming portion, and
B the bottom-forming portion, of a plain tubu-

~lar blank of the usual form and construction
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used in the manufacture of that class of
satchel-bottomed bags which T have selected
to illustrate my invention, and is distinguish-
able from other classes in that it has plain

edges or sidesinstead of -bellows sides, which,

are sometimes used. | . _
As heretofore stated, the usual method is,
forming the diamond fold by lifting, for in-

~about the center ¢, as e¢learly shown in Fig. 2,
‘and then as seen flattened in IFig, 3. At the
commencement of the formation of the inter-
‘mediate transverse fold the ply in which that
fold is made immediately retreats longitudi-: .
nally from the end of the other ply of the tube,

aps of the bottom which
lie against the body of the bag being more
- evenly and broadly disposed. The interme-

~ diate transverse fold extends entirely across

Fig. 1, (section,) about a center, ¢, coinciding
with the central transverse fold-line of the

diamond; whereas by myimproved method the
semicircle d ¢, throngh which I move the ma-

‘the introduction of my new step—namely,
{ forming the intermediate transverse fold, f ¢,

changed position, and those portions of the
first-mentioned ply outside of the limits of the
intermediate transverse fold (indicated by 1)

are drawn or curled inwardly by the forma- =
tion of said fold, producing in the bottom-
forming portion of the tubular blank the diag-.
| onal folds m m, and a substantially triangular
outline to the entire bottom, Fig. 3, the partk

thus permitting access thereto for the purpose
| of retaining it in a horizontal or relatively un-

being partly covered bysaid folds m m. Only .

one step remains—viz.,, making the transverse

fold 2 ¢. This may be done when the blank:

1s 1n the condition shown in Fig. 2, or the
blank may, if desired, be first flattened, as
shown in Fig. 3. The t

from the formation of the fold % i. Therefore

said flattening may be performed previous to 1
or at the time of making said fold 2.

I have not indicated the parts where paste
1s to be applied, as it is obvious that these
may vary in location and extent, contiguous

-parts being essential, and otherwise the place,

manner, and time of applying paste beingnon-
essential. Onemanner or place may be stated
as being only on the point j, which, for some
purposes, 18 suffictent to secure the covering-
flap to the intermediate transverse fold and
retain the interposed diagonal folds in posi-
tion. Another may be stated as being upon
all points of the exterior surfaces of the bot-
tom flaps, such surfaces being also interior
relatively to the outside of said flaps.

1 have shown, for the purpose of illustrat-

_ attening of the inter--
mediate transverse fold necessarily results
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ITO

115

ing my method, the intermediate transverse

fold raised or formed in the upper ply; but it
is evident that it may be formed in the lower
ply as well, and that ply may or may not, as
desired, be the seam-ply of the tubular blank;
and I would further add that an intermediate
transverse fold may be made advantageously
in other than plain tubes, such as whatIhave
herein termed ¢ bellows-sided tubes,” and its
employment in any method of forming the bot-
toms of thatclass of blanksIshould deem asin-
volving myinvention when the result is to obvi-
ate the formation of the diamond fold, the ex-
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65 stance, the upper ply and turning it back and | tended movement of the means employed, or 130
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the prq‘]ectwn of the matendl as hereinbefore | - 3. A sa,tchel bottom bag the bottom of 15
explained. = | which consists of an intermediate transverse
- Having descuhed my 111ve11t10n, what I | fold, two interposed diagonal folds, and a cov-
- claim as new, and desire to secure by Letters | ermo' flap, the former underlying the printing-
¢ Patent, is— ﬁeld of the bag, and the V-shaped outwardly- -
R ¥ A step in the art of makmg satchel-bot- | | projecting portions of the diagonal folds lo- 20
tomed bags, which consists in taking up and | cated outside of said field.
laying back an intermediate transverse fold, SN -
- &ubstautnlly as set forth, | EDGAR B. STOCKING.
‘10 - 2. The method of making satchel- bottomed | . |
~ bags which consists in taking up and laying . Witnesses:
back an intermediate transverse fold, forming E. A. DIcCK,

- two diagonal folds and a trmsverse f01d sub- ‘M. GEORGIL.
- 5tantnl]y as set forth. : ] |
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