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The present
in the bag making . art ‘and, more particularly,
to. gn improved form of hag of the type having
eutemetlce,lly opemng bottems, end te 2 methed
ef predumng the same.

As those skllled
faeture of hags used. for peckeged products, par-
,tleulerly food, products begs were used. to a sub-
stfeﬂntle,l extent whleh were prewded with these
eutema,tle epenmg types of setchel
fold bottom bhags. The mampule.tlens of the
meterlsl in these types. of begs meke it extremely
difficult, if not 1mposs1b1e to produce a. bottom
whleh is sif t-proof. In the past various attempts
were made to meke the bettem of these types of
begs 51ft proef elther by using a supplementel
patch member. or by prewdmg eddltmnel folds in
the. hottom to obtain the seme result These
ettempts were net setlsfe,etery due te the feet
that they were. ex:pens:we and in the latter in-
stance resulted in the ‘lltﬂlZ&thIl of more mete-
rial than can eeenemleally e ellewed for sueh
PUIpOSES. Moreover the metheds mvelved in
these procedures were rather cemphceted and
could not be C&I‘I'IEC]. oub by means of cenven-
tional meehmery Altheugh r‘rem time to t1me
various ether suggestlens end propesels were
mede to selve the eutstendmg preblem none, as
farasT em aware, of these prior suggestlens end
prepesels was cempletely satisfactory and sue-
eessful- on a practical and commercial scale.

It is an object of the present invention to elim-
inate the feregemg drﬂ’rcultles end dlsedventeges
esperleneed in the menufeeture and use of begs
of the eutemetleelly epemng bettom type g

It is enether eb:;ect e.f the present mventmn
to provide a bag having a bottom of the auto-
metleelly opening type in whlc.h eemplementery
lines of adheswe are prewded eleng predeter-
mined lines ef the meterlel of the beg Whlch is
suh==equer_e'11:,:r gmne; t0
a manner thet these lines of edheswe ere brought
into eeeperatmg reletlen and ferm a contmueus
dam or wall interposed between the folds of the
hettom end the exterior of the bag.

I* is 2 furthe1 ebJ ect of the present invention
to plemde a, srft preef and substentlelly ﬂuld-
| trght beg having lines of a sulteble edheswe pro-
vided in predetermmed regions thereof said ad-
heswe hemg adapted to be fusetﬁl after the ferme-
fion of the bettem strueture to eenvert 1t mto
sift- preef and in seme cases, substentlally ﬂU.ld-
t1ght strueture

The mventlen else eentempletes the prewsmn
of predetermmed regions on the fusﬂnle surface

1nvent10n reletes to 1mprevements ?

or diamond-

form the bettom in ‘such

in the art knew in the menu-
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9 o
of a bag haying a non-fusible layer or ceetmg
,thereen whmh in. the fermed-lup cond1tmn ef the

from fusing and ed-
herlng to ee,eh ether upen the epphcetmn of
heet end pressure ‘thereto.

1t is elso W1th1n the eentempletlen of the pres-
ent invention +0 prewde a nevel and improved
methed for the quentluy preductlen of - sift-proof

bags of the e,utemetle opening bottom type which

is simple in ‘character and- ‘which may be carried

out with great feelhty on 2 prectlcel and’ in-
scale by meens of existing meehmery
without requiring any eempheeted end expen-—
sive changes.

Other and further. chlects and edventeges of
the 1nvent10n will: beeeme e,ppereht from the
follewmg deserlptlen taken in’ een;lunetlen mth
which::

F1g 1 111ustretes a plan view, somewhat frag-
mentery in eherecter of a eentmueus web oY
strlp of peper shewmg "the manner in which
the lines- of edheswe ere epphed therete hefore

it is made into bags:;

Fig. 2 d-eplcts an end view of the twbe fermed.
from the web 111ustre,ted in Fig. & y

Flg 3 shows a perspective view of the end or
bettem pertmn of the bag durmg the 1n1t1e1 step

“of forming the bottom;

Tig. 4 is a perspectrve view shew.mgf. 2, fur.ther
step In mekmg the bottom structure of the bag;

Pig. b is 2 sumler view ef the resultme bettem
strueture

Flg 6 illustrates a plen view of a web of ﬂex-
iple material having Tines of adhesive provided
thereon for the pr evlslen of a srft preef bottem
structure;

Fig, T depicts a plan view of the ether su‘le of
the web 111ustreted in Fig, 6; |

ig. 8 shews "the portions of the. hag. formme
the bettem in their pe,rt1e,11y completed form;

Fig. 9 is a snmle.,r view. of the bottom portion
of the bag shown in Figs. 6 to 8 in ifs eempleted
the resulting tabs.

Broadly stated, according to the principles of
the invention I obtain the desu:ed sift-proof qual-
1ty of the bottom by pmvrdmg o suitable adhe-
sive, preferebly of the reactivable or fusible type,
along predetermmed lines on the material of the
bag Whmh is to form the pottom. This edhes:we
sueh g man-
ner that as soon as the Web or strip is cenverted
into 2, tube with 2 prefermed hettem these regmns |
of edhesrve w111 be brought mto a eente,et.m-sT
er eeeperating reletlenshlp and a eentmueus c’rem

or wsu Wlll be mterpesed between the felds ef
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exterior of the bag. This
desirable result may be accomplished in various
ways. Thus, when for simplicity of manufacture
it is preferred to provide all of the adhesive re-
gions on one side of the web, . the web may be

the bottom and the

brovided with longitudinal strips of adhesive ad-

Jacent to the side edges thereof. These longi-
tudinal lines of adhesive sre supplemented hy
a continuous line or strip
across the web in such s
Tormation of
adhesive will

manner that upon the

be brought into complementary or

cooperative relation and into g “single plane.

After the bottom has been formed, these cooper-
ating lines of adhesive may be fused by the appli-

cation of a heated pressure surface against the

exterior of the bottom structure whereby a con-
tinvous dam of fused adhesive will be interposed
between the interior and the exterior of the bag,
As a modification of this. concept, |
tusible sheet material may be provided with re-
activable adhesive in pPredetermined regions of
both sides thereof, said regions being constructed
and arranged to be automatically brought into
registering and cooperating position during the
formation of the botiom. structure, It is also
possible to apply the principle of the invention.
to' bags of the so-called duplex type, in which
generally a non-fusible external sheet or web
- and a fusible internal liner web are arranged in
Superposed position. In these types of bags the
complete inner surface of the bag is fusible and
In order to obtain the desired selective adhesion,
it is necessary to render predetermined regions
thereof non-fusible. This may be accomplished
in various ways such as by applying a layer, or
- coating, of non-fusible material to0 such regions.
This non-fusible layer may be constituted by a.
‘patch of paper, or of g coating material which is
-either non-fusible or, in: case it is fusible, has a,
‘melting point which is higher than that of the
fusible liner material. In this case, when after
the formation of the bottom structure a heated
pressure surface is applied to the bottom sur-
face, only those regions: will be fused together
‘Where a dam or fusion seam is desired while the
other regions of the inner surtace of the bhag re-
main unaffected., It will be nhoted that in all of
these various forms of my
| is to provide an alltomatically opening
~bottom in a bag which is originally not sift-proof
‘and to finally convert this Imperfect bottom struc-
ture into 3 compietely sealed and sift-proof bot.-
tom structure by the
pressure to Dredetermined regions of the finished
bottom surface, | |
Referring now more particularly to Figs. 1 to 5
of the drawing, a preferred embodiment of the
Invention will be
non-iusible sheet material having a width deter-
mined by the dimensions of the bag to be pro-
duced is provided with longitudinal lines of a suit-
- able adhesive 2 adjacent to the Iatera] edges
thereof. In addition, a transverse line 2 of simi-
lar adhesive extends across the complete width
of web | and connects longitudinal lines of ad-
hesive 2. As it will be noted in Fig. 1, this trans-
verse line of adhesive has horizontal portions 4
and 3 extending across the portions
subsequently forming the end panels of the fin-
ished bag and similar horizontal lines § and 7
extend across the portions of the web which are
going-to form the main pPanels thereof. These
horizonta]

- Imeans of longitudinal lines of adhesive 9, 10,

of adhesive extending

the bottom structure these lines of |

a web of non-

invention the essential

application of heat and

described. A web | of suitable,

10

skilled
tion these incisions are generally provided at

4

and 12, The object of these lines of adhesive
will be more fully explained as the description
pbroceeds. Conventional incisions or cuts 13 and
14 are provided in the terminal regions of the
main panels and are adapted to form tabs 5
and 16, the object of which is well known to those
In the art. Although in practical opera-

a later stage in the manufacture of the bag, their
provision has heen shown already in web [ for
convenience of description and illustration.
‘The first step in converting web { into a bag
1s to fold it along a plurality of longitudinal lines

1T, 18, 19, 20, 21 and 22 and thereby to convert

15 1% _ _
. reentrant end panels
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into a face to face
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Iines of adhesive are connected by
0

liminary steps have.

.course, this bottom

having an imperfect closure at

It into a tube having main panels 23 and 24 and
] 29 and 26. At the same time
of adhesive 2 will be broughi
relation and may be fused by
ineans ol a heat-sealing device. The general

appearance of the tube thus formed will be read-

1ly seen in Fig. 2 of the drawing showing main
panels 23 and 24, reentrant end panels 25 and
26, and turned-d:jwntlongitudinal fin 27 provided
hy the union of adhesive lines 2. After the tube
having the dimensions of the desired kag is ob-
tained, its terminal regions are squared-up to
form the structure shown in Fig. 3, this being
part of the conventional procedure in forming g,
bag of the automatically opening bottom type.
The terminal portions of end walls 25 and 26
may now be folded down flat towards each other.
This will result in the structure illustrated in Pig.
4 showing the terminal regions of end walls 25
and 26 folded towards each other and the termi-
nal portions of main panels 23 and 24, including

tabs 19 and 16, extending flat into opposite direc-

tions. Tt will be readily appreciated that in this
position of the bottom structure, adhesive lines
6 and T of the main panels will be in 3 cooperat-

{0 and i1, and {2 angd 9,
adhesive lines 4 and 5§ extending across the termi-
nal edges of end panels 25 and 26 will be brought
into a cmpera,ting and contacting position and
may be turned down flat to form g bottom fin
28. In other words, all of these cooperating lines
of adhesive have been brought into g single plane,
to wit: that of the main panels. After these pre-
. been accomplished, tabs 16
and 9 may be folded into an overlapping posi-

‘tion and may be secured together by a spot of
-adhesive 29 provided

on the larger tab 15. This
step completes the bottom structure and provides
& conventional automatically opening hottom of
the so-called ABC type depicted in Fig. 5. Of
Ig would not be any more sift-
Droof or leak-proof than that of g bag made by
the conventional procedure. However, this bag
the bottom region
thereof may be converted in g simple and com-
pletely satisfactory manner into a bag having g
completely and positively sift-proof bottom strue-
ture by the application of hegt and pressure to
the upper surface of the bottom structure. This
may be accomplished in various ways well known
to those skilled in the art such as for exXampile,
by applying a heated pressure plate against the
upber surface of the flattened bottom structure,
I prefer to apply g resilient and yielding backing
surface to the other side of the resulting struc-
ture as this is more fully described in my U. 8.
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leak"-*'-p-roof-'-and:-sifﬁ:p-reqf-f-seamsf-}j‘etweenfstﬁe*»féﬂds-
of ‘the-bottom: It-will be readily-understoed thav
these-seams will positively-seal:the bottom: strue-
ture and will prevent-the léakageof ‘material from
the: ‘bag: -

Pigs. 6 Fan"d-*g'?illustmte:a:a-modiﬁé;d:fi'enfj:b‘@dimem
of ‘the:invention:. While inthe? embodifient: de-
scribed:in the'1 oregoing:all of the:lines of fisible
adhesive have been- applied<to one-face ~of:. the
webh : from- which' the bag is-formed. in . the" em-
bodiment. now: to be- described -a..portion:of the
odhesive - lines:is: provided. on’ one face:of: the
weh’ and-another: portion: thereof is provided:on
the other face of the! web: The: appearazce’ of
the 'web is shown in Figs..6 ‘and 7oiltustrating a
portion. of :the web: in proximity:to-tite berminal
regions: thereof: O1°COUrse, i actual practice the
web:is provided In: Suh:Stantiﬁﬁlf'.IEﬁgthS‘_-?-ﬁ;ﬁd?ﬁ'bhe
lines:of" adhesive -arranged:in theproper andsuit=
able configuratiomare repeated atipredetermined
distarces corresponding ‘toothe length’ of ‘the:in-

dividual ‘bags to be formed: As:it will-be noted

in- Fig. 6;. essentially a” web - 31 of ‘non-fusible
sheet-like and flexible material 183 provided. In
the términal “regionsof web 31: I+ provide- U~
shaped lines 32 and 33:0f ‘an-adhesive of suitabie

character: the’ horizontal: portions:ol~ which 36

and '35, respectively: extend- transversely ~across
the' portions:of:web™ 2{+ which"are- stbs equently
forming mainpanels: 36 and 31: The:longitudi-
nally or: downwardly extending.:portions ot the
U-shaped. adhesive- linesare: denoted by-refer-
ence-characters-38; 39y &9-and &t;. Conventional
incisions 42 and: 43 -are: provided v the-terminal

"o

regions of main panels36-and 31 and.-provide-con-

ventional: tabs Ad-and 45 A-deposit-or: costing

of ‘fusible :adhesive-is also provided :on -the-1nner
surface: of tab 44:. Due to the'fact-that this'type
of ‘bag: is contemplated® with a~lap: type- searl;
one.of the longitudinal lines of adhesive-38-ap-
pears- at- the right Jateral rextremity - of* the web
but-will -be brought’ into’ o position -in-which -1t
will :form: continuationof: sdhesive -line-34-after
web-31 has been converted: into a tube.

The otheiside of web:3 Liwhich is-subsequently
coing to form the out or surface -of-the bag: is-de-
picted in Fig:. 7. It will be noted-that the-web-is
provided: with - transverse: lines: of ‘adhesive: eX-
tending - throughout: the - width: of-the' ' web+with
the exception of tabs 85 and 44- Thus;. trans-
verse line of adhesive 46 ‘extends qeross-end: panel
47 and ‘s portion:of main panel: 3§17, Arssimilar
transverse: line .of -adhesive 48 extends-across-the
remaining - portion-of: main -panel -3%. .the scom-
plete: width of end panel 19-and partiof the width
of main panel’ 36 Adhesive:line 30 extends
through the vemaining. portionof MAain panel: 36.
Adhesive:line-48'is- somewhat narrower than lines
a3 and 58 and-provides a Narrow, yncoaiéedi mar-
cin bR, the-object ‘of-which will appear more: fully
hereinafter. |

Tn: forming:the bag; web: 31 s folded:"along-a
plurality - of longitudinal lines &1 52, 53 54, 55
and 56 -to form atube having’ ‘main ‘panels 38
and 37 and end: panels: 47 and -49; respectively,
and the  lateral imarginal portions- theréeof: are
secured. together in the férm of'a lap seam: by

means of a-longitudinal line‘of ‘ndhesive 817 Of

course. this adhesive:may be ‘of any suitable type,
~ such as ordinary-glue, and’ :does not ‘have: tobe
of o fusible character. Due‘to-the fact that the
stepsin formingthe bag-and its bottom: structure
from- the web-are-identical with-thosedéseribed

L

jn-conhection with the previous -embodiment fof -
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bodying-the invention is Pliofilm:

6
the invention;- no- detailed: deseription thereof
will:be necessary’. It is: sufficient:to- state that
after: foldifig: the: terminal- regions: of:” the end
panels togéther- and. folding the- terminal pPOr-
tions'of -3tﬁ‘e-“ima;iﬂl:p'é;‘n‘ielsiiinteiﬁoppésiteafdir.éctiﬁns;
the. stivctiire in. Fig. 9-is obtained. The arrange-
ment and thescooperation of ‘thecvarious: strips
of  fiisible: adhesive ‘will behest undeistood from
Fig. § showing porticns:of the bottom stivcture
lifted: up for the sake.of ‘clarity. It will ‘be noted
that in this: assenibled’ position of' the bottony
stivcture, the +transverse: portions 34 and 3970f
theU<shaped lines of sdhesive haveé been brougnt |
into a faceto face relation with ;t];ieif-."corrESporId_#
ing longitudinal portions agand 39 and 48 andai,
respectively. Likewise; the transverse: strips of
sdhesive: 467 48 and-30 are. prought into adiacent
positions and are’ exposedito the exterior: Pret-
erably the length of these portiors is so:deter=
mined: that thé marginal: portlons *pearing! the
sdhesive lines 46 and 50 slightly ‘overlap line>48
and- are resting on the narrow. andclear strip 58!
This  will- prevent' any:adheésive ‘Jeaking into’the
imterior ofthe bag during . the stbséquent 'Heat=
sealing-operation.- Heéreafter, the:extensions’of
main panels-36:and ‘371 ending in ‘tabs 44 and: &9,
respectively, are foldéd into an-ov erlapping iposi-
tion: to: complété: the: boettom: structure - and
may- be- secured - in’ such - position- by: means
of “a-spot: of adhesive 3 9" provided:- on ‘the ‘inner
surface of tab 457 In’this completed” position ol
the: bottom: strueture, the portions - of adhesive
lines: 46 and 48 beyond fold lines: 60 7and 61 will
cover the'portions of such gdhesivelines between
said fold lines and thereby ‘will-be ‘prought: inlo
a- face to face relation therewith,: Thus; allof
the folds in the bottom structure are provided
with-cooperating lines of adhesive at the'terminal
regions thereof and such: cooL erative lines:of -ad-
hesive may be fised together by the application
of 2 heated pressure surface against: the' outer
surface ‘of -the:finished bottom: structure. This
will provide a ‘plurality of heat-sealed ‘sesms amnd
will::convert” the:bottom  structure? into ' ohe+ of

| nositively:leak<proof and sift=proof character.:

The materials employed ‘in theé bags: embody-
ing - the invention-may heof variolls:character
according to the. packaging: problem’ conteml-
plated.” Thes non-fusible web :is generally. con-
stitited of paper’ although other materials of ' a
non-fusible -character, -such ‘as metal 1 oils; mMay
be: employed with equal or -similar résults: The
flsible  adhesive may- be: constitited: ioff a sult-
ahle rubbery material,  such-as- rilbber’ hydfo-
chloride; a° chlorinated: rubber compound: - sold
under the name Pliofilm, and.-various-sy nthetic
resing of which a vinyl resin sold under the nanie
of Vinylite- is an- example. These- fusible - ad-
hesives are pref erably applied to the surface-of
the non-fusible” web- by - means  of © g printing,
coating  or “‘spréading process in- ‘the form=of'a
solution in @ volatile solvent. The preferred mak
terial for the fusible liner of the duplex-hag em-

Tt ‘will be noted that the present invention pro-
vides various novel® types-of bags-of the* auto-
matically opening’ bottom* type- having “a* cONL-

pletely-sift-proof-and in many- cases even- fuid-

tight ‘charactér. Of course; these important new

results ‘ahd advantagées-could-not hoobtaitediby
means of ‘Coﬂ?éﬂtfdﬂ&l bags ‘of: the fautomatically
opening bottom: type :alltof ‘which afé-subjeetito
léé‘,l«‘:‘a,g“efi*tﬁi .oiilesservor greatériextenti.

r

Other-impertant ‘advantages-of: ‘thepresent in-
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7
vention reside in the circumstance that as far
as-actual mechanical manipulations of the sheet-
like material are concerned, these are similar to
the manipulations followed in making conven-
tional bags of the. automatically opening bottom
type so that existing machinery ‘may be used
with slight changes. .
difference resides in the provision of my adhe-
sive lines or non-fusible regions of special gr-
rangement which are subsequently brought into
complementary and Cooperating position and
‘'Wwhich may be subsequently fused together into
a sift-proof or fluid-tight structure by the simple
€Xpedient of applying a4 hot pressure surface
thereto. Therefore, my novel bags may be read-
ily manufactured on a quantity production scaje
with existing ‘machinery which only has to be
suppiemented with g heat sealing device of ap-
Propriate character., . S
“Although the present invention has been de-
Scribed in connection with a few preferred
bodiments thereof, variations and modifications
may be resorted to by those skilled
without departing from the principles of the
present invention. ~Thus, although I have shown
principally bags having reentrant end walls,
which are generally reierred to in the art as
ABC bags, obviously, ‘the same inventive con-
cept may be employed for bags of the type 'in
which the end walls are folded outwardly along

their medial lines and which are referred to in

the trade as satches type or diamond fold type
bags. I consider all of these variations and mod-
ifications as within the true spirit and scope of
the present invention as described in the fore-
going description and defined by the appended
claims. o | L

This application is a division of application
Ser. No. 335,045, filed May 15, 1940, issued as
Patent No. 2,353,606, July 11, 1944, | |

I claim: | S |

1. A bag of the automadtically openine botiom
type which comprises in combination a- tube of
non-fusible sheet material folded longitudinally
along a plurality of lines to form a pair of side

panels and a pair of main panels connected to

Said side panels, a preformed rectangular bottom
structure - flattened in the plane of said main
panels constituted of extensions of said side pan-
els folded towards each other and of the result-
ing tabs folded over each other, U-shaped lines
of fusible adhesive on the inner surface of the
portions of said bottom structure forming ex-
tensions of said main panels, said U-shaped lines
obening toward the outermost free edges of. the
main panel flaps, and lines of adhesive on the
outer surface of the end marginal portions of the
extensions of said side panels, said lines of ad-
hesive being in register with each other and to
be fused together by the application of a heated
surface to a substantially Huid-tight and . sift-
broof .bottom closure of the automatieally open-

ing type. | - S
2. A bag of the automatically opening bottom

type which .comprises in combination a tube of
non-fusible sheet material folded longitudinally
along a plurality of lines to form a pair of side
panels and a pair of main panels connected to
said side panels, a pair of incisions in each of
sald main panels providing a tab at the end of
each of said panels, a preformed rectangular
bottom structure flattened in the plane of said
main panels including the lower marginal edges
0F said side panels folded towards each other

em-

The critically important |
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and pressure against the

8

Into & slightly overlapping position and the lower
ends of said main panels angd ‘tabs folded over

surrounding each of said tabs on the inner sur-
Tace of said tube and opening towards the outer-
most free edge of the main panel flaps, and
transverse lines of fusible adhesive on the lower
narginal edges of said side panels on the outer
surface of said tube, said U-shaped lines of ad-
hesive and said transverse lines of adhesive be-
ing folded into g Cooperating and face to face
position and being fused to a substantially fluid-
tight structure by the abplication of heat against
the surface of said bottom structure.

3. The process of making a hag of the auto-
matically opening bottom type which comprises
broviding a web of flexible non-fusible sheet;
material, applying a strip of g fusible adhesive
adjacent to each of the longitudinal edees of
said web, folding said web along g plurality of
longitudinal lines to bring said longitudinal
strips of adhesive into a face to face relationship
and to form a tube having a pair of main panels
and a pair of reentrant side panels connecting
said main panels, fusing ‘said strips of adhesive
v0 form a longitudinal fin-type seam, applying
spaced continuous lines of fusible adhesive trans-
versely extending across said main and said side
panels in a staggered position and having lon-
gitudinally extending portions connecting the
same, folding the terminal portions of said pan-
els into a rectangular overlapping bottom-form-
Mg position and thereby bringing said trans-
versely extending lines of adhesive into a co-
operating and face to face position in the plane
of the resulting bottom structure, applying heat
outer surface of the
structure to simultaneously fuse
lines of adhesive and to convert
them into dams eiiectively preventing the escape
of fluid from said tube through the intervals of
the superposed layer in said bottom structure,
and severing the resulting bag from said tube.

4. The process of making g bag of the auto-
matically opening bottom type which comprises
providing a web of non-fusible sheet material,
applying a strip of a fusible adhesive adjacent
to each of the longitudinal edges of said web,
folding said web along a plurality of longitudinal
lines to bring said strips of adhesive into a face
to face relationship and to form a tube having
a pair of main panels and a pair of reentrant side
fusing said
strips of adhesive to form g longitudinal fin-type
seam, applying spaced continuous lines of fusible
adhesive connecting said longitudinal strips of
adhesive across said web, said lines of adhesive
extending transversely across said main and said
side panels in a stageered relation and having
longitudinal connecting portions, making a pair
Of spaced incisions in each of said main panels
to provide a closure: flap therein, folding the
terminal portions of said panels and said flaps
into an overlapping rectangular bottom-forming
position and thereby bringing the transverse
lines of adhesive on said side panels into register-
ing position with each other and the transverse
lines of adhesive on sald main panels into a reg-
istering and face to face position with said con-
necting portions of adhesive substantially in the
plane of the resulting bottom structure, severing
the resulting bag from said tube, and subse-
quently applying a heated pressure plate against
‘the upper face of sald bottom structure and gz

resulting bottom
said cooperating
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resiliently yielding backing plate against the
other face of said structure whereby said coO-

2,444,762

operating lines of adhesive are fused and form

dams interposed between the folds of said bottom
structure and the exterior of the bag.

5 The process of making a bag of the auto-
matically opening bottom type which comprises
providing a web of non-fusible sheet material,
folding said web along a plurality of longitudinal
lines and adhesively securing together the side
edges thereof to form a tube having a pair of

main panels and a pair of reentrant side panels
connecting said main panels, applying down-

wardly directed U-shaped lines of fusible ad-
hesive to the terminal regions of the inner Sul-
face of said main panels, applying transverse
lines of such adhesive 10 the terminal edges of
the outer surface of said panels, squaring up the
terminal portions of said panels at right angles

10

16

to the plane of said main panels, folding over go

said side panels into an overlapping position
whereby the longitudinal portions of said U-
shaped lines of adhesive will be brought into a
registering position with the transverse portion
thereof and said transverse lines of adhesive on
the other side of said web will be brought into an
adjacent position, folding the terminal regions
of said main panels over each other to bring the

25

10 .

end portions of sald adjacent lines of adhesive

in contact with their intermediate portions, sev-
ering the bag thus formed from said tube, and
subsequently applying a heated pressure surface.
to the outer face of the bottom structure to fuse

‘said cooperating lines of adhesive together and to

convert them into dams effectively sealing the
interior of said bag from the exterior.

, HARRY F. WATERS.
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