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"has been volded. - S
Fig. 5 is a plan view of the completed

~of receptacle. .~
- Fig. 271s a plan view of one of the recep-
- tacles separated from the continuous strips
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10 all whom it may concern:

Be it known that I, Artmur H. FrankEe,

a citizen of the United States, and resident
ot Manitowoe, in the county of Manitowoc

and State of Wisconsin, have invented cer-

tamn new and' useful IYmprovements in
Methods of Making Comb-Cases; and I do

‘hereby declare that the following is a full,

clear, and exact description thereof.
- My invention relates to new and useful

‘1mprovements in comb cases and other simi-
- lar flat receptacles of that type formed of a
- body sheet of material bent to provide the

receptacle, and having a cover sheet disposed
thereabout to lend a finished appearance to
the article, the body sheet being usually of

comparatively coarse material to lend suffi-

clent strength to the article at a minimum

cost. My invention further contemplates an
1mproved method for forming comb cases
and other similarly shaped articles having

covered body members.

- It 1s in general the object of my invention
to sumplify the structure of articles of this
character, and to improve the appearance
and durability of such articles without de- -
_ parting from a minimum cost of manu-

‘facture.

- A further obj ect resides in the provision

of a method of forming such articles where-
1n a most compact and neat article may be
procured with a minimum number of manu-
Tacturing steps. B o -

~ With these and other objects and advan-

tages 1n view, which will be apparent as the

description proceeds, my invention resides in

tion and arrangement of parts, as herein-

‘after described and defined by the appended .
claims, it being understood that changes in
‘the precise embodiment might be made by
those skilled in the art without departing

from the spirit of the invention.
In the accompanying drawings:

steps in the formation of my improved type

in an intermediate step of my method.

- Fig. 8 is a plan view of the device after

the cover side has been folded. =
Fig. 4 1s a similar view after the end flap

article.

'Speciﬁcﬂa’cion o1 Lettérs Patént;

Figure 1 is a view illustrating progressive -
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Fig. 6 is a perspective view of the com- .

pleted article.

 Referring now more particularly to the

accompanying drawings, the first” step in

forming my improved receptacle consists
in feeding a continuous flattened tube of _

body material 5 onto a flat strip 6 of cover
material, the tube engaging the cover strip
longitudinally thereof and adjacent one side
edge of the strip. The body tube is formed

of a heavier and coarser strip of material
which is previously folded in any suitable
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and preterably conventional manner to dis-

‘pose 1ts side edge portions in lapped relation,
‘and 1n the present arrangement the width

70

of the side edge portions 1s but shghtly less

‘than the width of the intermediate portion,
a double wall for one side of

thus forming
the tube. The entire faces of the body strip
and - cover strip which are opposed carry
coatings of paste, and thus when the body

- The space betﬁeen the body strip and the

adjacent side of the cover strip is sufficient
lap 7, and after the folded .

to form a valance flaj
body strip has been fed onto the cover strip,
this flap portion 7 of the cover strip is folded

‘about the adjacent edge portion of the re-

ceptacle tube to cover the same. - _
- The strips, thus connected are then cut.in

75

strip is folded, its side portions are pasted
:together,' - | | | - S '

80

89

suitable lengths on lines 8 and 9 disposed

m offset relation and connected by ‘a cut

line 10 disposed immediately outwardly of

the inner side of the body tube, with respect

to_its position on the cover strip.

90

the novel features of construction, combina- By cutting in this manner, as shown in

Fi1g. 2, one end of the free expanse of the

cover strip is projected past the adjacent
end of the body tube and its connected cover

strip portions.

- strip about the exposed side of the body tube,

the width of the free expanse being sufficient

to lap the flap 7. -~~~ _
- The projected end portion of the free ex-
- panse 11, which then forms a projecting flap

12 on the article, is next bent about the end

~of the body tube. Thus the sides and edges

95

- The next step in the formation of the ar-
ticle 1s to bend its free expanse 11 of cover

100

105 o

and one end of the receptacle are covered in

a finished manner, as shown in Fig. 4, and
the final step in forming the finished article
1s to cut off the other end inwardly of the

110

edge of the cover side 11, this cut being pref-

“erably concaved at its intermediate portion
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to provide fng
‘receptacle walls. . e
~ An exceedingly simple, durable and at-
tractive receptacle of the present nature

Jow cost of manufacture as comp

consequently separate cutti J _
the body sheet and cover sheets, thus requir-
ing a considerably greater. amount of labor

o . 1,208,080

may thus be pro vided with a minimum num- lass . _
" “ing a continuous length of flattened body
material onto a continuous strip of cover

material, in simultaneously cutting lengths

ber of manufacturing steps and in a most
exceedingly
ared to-the

ready manner permitting an

methods now employed 1n ‘manufacturing

articles of this character. .
" One of the methods followed in making
such articles is to provide separate dies and

ng operations for

in cutting the sheets and. in folding the

sheets together, than 1s involved in my 1m-
proved -method.

~ Another method hereto-

fore employed in forming such articles 1s
to cut the connectec.cover and body sheets

trom continuous strips on straight parallel

lines and subsequently cutting aw ay a -part
“of the body sheet and a portion of the ad-

fap corresponding to my end flap 12. This

jacent end of the cover sheet to provide a

method also involves a. considerably -greater
amount of labor, and an obvious wastage

of material. In both methods, and particu-

larly in the latter method, 1t 1s in practice

found impossible to procure an exact uni-

form size of the articles and 1t 1s a decided

+

disadvantage particularly when it ig desired
'tO*'pifln*t'll}';)Ol’i"rth_e articles. .

~ 1n carrying out my invention continuous
strips  of body and cover material are cut.
from the usual commercial rolls and 1 thus
 avoid the wastage incidental to cutting sepa-

rate sheets from the roll without adding to

" the cost ‘of cutting, it being- particularly

40

noted that - carrying out my'}_me_th{}tl T ram:
~ enabled ‘to use a single set of dies for all
difterent desired widths and lengths of the

finished articles.

45

Coples of this patent may be obtained-

What is claimed is:

' - s

1. That method of forming an article of
the class described, which consists in feed-

" ing a continuous length of flattened body

‘material onto a continuous strip of cover . the cove: ‘
- In testimony that I claim the foregoing

material, in simultaneously cutting lengths.

from said cover strip and body m aterial
transversely with a portion of one end of
the severed length of cover strip

“extending

past the adjacent end- of the severed ‘length
of body material, and n then folding the

inger spaces in the ends of the

"free'“pmftimls.; of the cover strip around the

adjacent ‘edge portions of the body ma-
terial. - -

55

9. That method of forming an article of

the class described, which consists in-feed-

from said cover strip and body material

transversely with a portion of one end of
the severed lengths of cover strip extending
past the adjacent end of the severed length
of body material, in then folding the free

portions of the cover: strip around the ad-

60

65

jacent edge portions of the body material,

and 1n cut
tube and cover strip.

cutting off the other end s of the

70

3. That method of -'-.f{:)rmiﬁg'_ an ii,.l"ti(ﬂé? of

the class described, which consists in feed- -
“ing a_continuous léngth of flattened body
material lengltu,dm’aﬁy “onto a contiuous

75

strip of cover material at one side portion

thereof, in severing lengths from said cover .
strip and body material on offset transverse
‘cut lines connected by a longitudinal cut line
in the cover strip adjacent the inner edge
of the body material whereby a portion of -

80

one end of the cover strip length extends

past the adjacent end of the body Il‘latemal o

of the cover strip around the adjacent edges

‘of the body material,® =

Jength, and in then folding the free portions.

85

4. That method of forr mg ana,r tlcleﬁf B

.- - L '

terial longitudinally onto a continuous strip

e

the class deseribed which consists in feeding
o continuous length of flattened body ma-

of cover material at one side portion thereof
adjacent its free edge, in bending said free

edge portion around the body material, in
severing lengths from said cover strip and

body material on offset transverse cut lines

95

connected by ‘a longitudinal cut line in the

cover strip adjacent the inner edge of the.
yody material whereby a portion of one end
of the cover strip length extends past the

body mater

‘adjacent end of the body material length,

and in then folding: the free portions of -

the cover strip around the adjacent edges.

I have hereunto set my hand at Manitowoc,

in the county of Manitowoc and State of

Wisconsin,

S\ RTHUR I FRANKE,

106

for five cents each, by addressing the “Commissioner of Patent
© . Washington, D.C»* e St
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