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Procedure  for  manufacturing  paper  bags. 

01 
<  

( 0  
CM 
CO 

CM 
<0 
o  

o  

a .  
i i i  

The  invention  concerns  a  procedure  for  manufac- 
turing  paper  bags.  The  paper  bags  (10)  have  been 
provided  at  both  ends  with  a  sewn  seam  (15)  and  the 
paper  bag  (10)  has  in  its  corner  a  valve  aperture  fitted 
with  a  collar.  With  a  view  to  avoiding  the  cutting  of 
separate  collar  blanks  which  has  to  be  done  manually, 
and  their  fitting,  the  valve  aperture  and  the  repeated 
running  of  the  paper  bag  blanks  through  the  production 
line,  the  procedure  of  the  invention  teaches  to  affix 
collar  blanks  to  a  full  width  paper  web  with  a  given 
spacing.  Hereafter,  the  full  width  paper  web  is  run  to 
assume  tubular  form  and  cut  in  fixed  lengths  whereby 
the  paper  bag  in  tubular  form  comprises  a  shell  with 
both  ends  open  and  carrying  in  its  corner  a  collar  blank. 
Finally  on  the  paper  bags  in  tubular  form  is  performed 
folding  of  the  corner  and  sewing  of  both  open  ends, 
whereby  a  finished  paper  bag  (10)  is  obtained.  It  is 
advantageous  for  collar  blank  to  use  a  collar  blank, 
furnished  with  an  incision,  a  collar  blank  from  which 
a  substantially  segment-shaped  piece  has  been  removed 
or  a  collar  blank  from  which  a  substantially  triangular 
piece  has  been  removed.  On  the  edge  of  the  collar 
blanks  preferably  an  oblique  cut  has  been  made. 



Procedure   for  manufac tu r ing   paper  bags  which  at  both  ends  a r e  

provided  with  a  sewn  seam  and  which  have  on  the  corner   of  t h e  

paper  bag  a  valve  a p e r t u r e   provided  with  a  c o l l a r .  

In  some  a p p l i c a t i o n s   of  paper  bags  the  valve  a p e r t u r e   of  the  p a p e r  

bag  is  r e q u i r e d   to  be  c o m p a r a t i v e l y   well  s e a l i n g .   An  example  a r e  

tox ic   chemical   subs tances   to  be  packaged  in  paper  bags.  In  o r d e r  

to  achieve  good  s ea l i ng   in  the  valve  a p e r t u r e   of  a  paper  bag  h a s  

been  f i t t e d   a  c o l l a r   which  is  c losed  by  i n v e r t i n g   the  c o l l a r   a f t e r  

f i l l i n g   the  paper  bag.  Both  ends  of  the  paper  bags  are  p r o v i d e d  

with  sewn  seams.  

The  paper  bag  of  p r i o r   a r t   de sc r ibed   above  has  to  date  been  manu- 

f a c t u r e d   using  the  fo l lowing   manufac tu r ing   p rocedure .   Full  w i d t h  

paper  web  is  run  in  a  hose  form  of  des i r ed   d imens ions ,   the  p a p e r  

bag  now  in  t u b u l a r   form  compris ing  a  she l l   par t   in  which  both  ends  

are  open.  In  the  next  step  of  the  method  one  open  end  of  t h e  

t ubu l a r   paper  bag  is  c losed  by  sewing  and  the  valve  a p e r t u r e  

corner   is  fo lded .   T h e r e a f t e r   the  t ubu la r   paper  bags  are  taken  o f f  

the  p r o d u c t i o n   l ine   and  s e p a r a t e   c o l l a r s   are  manually  mounted  on 

the  valve  a p e r t u r e .   Next,  the  t ubu la r   paper  bags  are  r e t u r n e d   t o  

the  p r o d u c t i o n   l ine   and  the  sewing  of  the  valve  a p e r t u r e   end  i s  

c a r r i e d   out  in  order  to  produce  a  f i n i s h e d   paper  bag .  

This  p rocedure   of  p r i o r   art   is  encumbered  by  s eve ra l   d r a w b a c k s .  

The  p rocedure   r e q u i r e s   the  c u t t i n g   of  s e p a r a t e   c o l l a r   blanks  and 

the  manual  p l ac ing   into  the  valve  a p e r t u r e   which  is  a  cumbersome 

step  and  in  which  costs   are  i n c u r r e d .   Moreover,  the  paper  bag 

blanks  have  to  be  run  twice  through  the  p r o d u c t i o n   l i n e ,   with  t h e  

r e s u l t   tha t   p roduc t i on   e f f i c i e n t   enough  cannot  be  a c h i e v e d .  

The  ob jec t   of  the  i n v e n t i o n   is  to  achieve  an  improvement  of  t h e  

p rocedure   of  p r i o r   a r t .   A  more  d e t a i l e d   ob jec t   of  the  i n v e n t i o n  

is  to  provide   a  method  in  which  the  awkward  manual  step  and  t h e  



running  of  the  paper  bag  blanks  twice  through  the  p r o d u c t i o n   l i n e  

is  a v o i d e d .  

The  ob j ec t s   of  the  i n v e n t i o n   are  achieved  by  means  of  a  p r o c e d u r e ,  

c h a r a c t e r i z e d   mainly  on  tha t   in  a  f u l l   width  paper  web  c o l l a r  

elements  are  a f f i x e d   with  a  given  spac ing ,   that   the  f u l l   w i d t h  

paper web  is  run  to  acqu i r e   t u b u l a r   shape  and  cut  in  f ixed  l e n g t h s ,  

whereby  the  paper  bag  of  t ubu l a r   form  comprises   a  she l l   with  b o t h  

ends  open  and  having  in  one  corner   a  c o l l a r   b lank,   and  that   on  t h e  

paper  bags  in  t u b u l a r   shape  the  corner   is  p l e a t e d   and  both  open 
ends  are  sewn,  whereby  is  produced  a  f i n i s h e d   paper  bag.  The  o t h e r  

c h a r a c t e r i s t i c   f e a t u r e s   of  the  p rocedure   of  the  i n v e n t i o n   a r e  

s t a t e d   in  claims  2 - 5 .  

By  the  p rocedure   of  the  i n v e n t i o n   are  gained  s eve ra l   s i g n i f i c a n t  

advan tages .   In  the  p rocedure   of  the  i n v e n t i o n   the  cumbersome  and 

cos ts   i nvo lv ing   manual  step  and  the  double  run  through  the  p r o -  
duc t ion   l ine   are  comple te ly   avoided.   In  the  p rocedure   of  t h e  

i n v e n t i o n ,   f u r t h e r m o r e ,   less   m a t e r i a l   is  used  for  the  c o l l a r  

b lanks ,   whereby  savings   are  achieved  also  in  m a t e r i a l   c o n s u m p t i o n .  

The  i n v e n t i o n   is  d e s c r i b e d   in  d e t a i l   by  r e f e r r i n g   to  c e r t a i n  

advantageous   embodiments  of  the  i n v e n t i o n   p r e s e n t e d   in  the  F i g s  

of  the  a t t a c h e d   drawing,   but  to  which  the  i n v e n t i o n   is  not  i n t e n d e d  

to  be  e x c l u s i v e l y   c o n f i n e d .  

Fig.  1  p r e s e n t s   a  paper  bag  known  in  the  a r t ,   viewed  from  above .  

Fig.  2  p r e s e n t s   s c h e m a t i c a l l y   that   step  of  the  procedure   of  t h e  

i n v e n t i o n   wherein  the  c o l l a r   blanks  are  a f f i x e d   to  the  f u l l   w i d t h  

paper  web. 

Fig.  3  p r e s e n t s   s c h e m a t i c a l l y   tha t   step  of  the  procedure   of  t h e  

i n v e n t i o n   in  which  the  paper  bags  are  in  t ubu la r   shape,  with  t h e  

c o l l a r   a f f i x e d   to  the  valve  a p e r t u r e .  

Fig.  4a  p r e s e n t s   an  advantageous   embodiment  of  the  c o l l a r   blank  o f  



the  i n v e n t i o n .  

Fig.  4b  p r e s e n t s   another   advantageous   embodiment  of  the  c o l l a r  

blank  of  the  i n v e n t i o n .  

Fig.  4c  p r e s e n t s   a  t h i rd   advantageous   embodiment  of  the  c o l l a r  

b l a n k  o f   the  i n v e n t i o n .  

Fig.  5  p r e s e n t s   par t   of  a  paper  bag  in  t ubu l a r   form  made  by  t h e  

procedure   of  the  i n v e n t i o n ,   viewed  from  one  s i d e .  

Fig.  6  p r e s e n t s   a  paper  bag  in  t ubu la r   form  made  by  the  p r o c e d u r e  

of  the  i n v e n t i o n ,   viewed  from  one  end.  

The  paper  bag  known  in  p r i o r   a r t ,   d ep i c t ed   in  Fig.  1,  has  b e e n  

g e n e r a l l y   i n d i c a t e d   by  t h e  r e f e r e n c e   numeral  10.  The  paper  bag  10 

comprises  a  she l l   par t   11,  a  bottom  par t   12  and  a  top  par t   13.  I n  

the  corner   of  the  top  par t   13  a  valve  a p e r t u r e   has  been  p r o v i d e d ,  
f i t t e d   with  a  c o l l a r   14  to  c lose  the  valve  a p e r t u r e   a f t e r   the  bag 
10  has  been  f i l l e d .   Both  ends  12  and  13  of  the  paper  bag  10  have  

been  provided  with  a  sewn  seam  15.  The  p l e a t s   of  the  paper  bag  10 

are  i n d i c a t e d   by  the  r e f e r e n c e   numeral  16.  The  she l l   11  of  t h e  

paper  bag  10  u s u a l l y   c o n s i s t s   of  s eve ra l   m a t e r i a l   l a y e r s ,   f o r  

i n s t a n c e   of  the  6 - fo ld   m a t e r i a l   t h i c k n e s s .  

In  the  procedure   of  the  i n v e n t i o n ,   as  shown  in  Fig.  2,  to  the  f u l l  

width  paper  web  20  are  a f f i x e d   by  g lue ing   or  in  another   e q u i v a l e n t  

manner  c o l l a r   blanks  24  with  a  given  spacing.   H e r e a f t e r   the  f u l l  

width  paper  web  20  is  run  to  t ubu l a r   form  and  cut  in  fixed  l e n g t h s ,  

as  shown  in  Fig.  3.  Thereby  the  paper  bag  in  t ubu l a r   form  2 0 a , 2 0 b ,  

etc.   comprises   a  she l l   21,  with  both  ends  open  and  having  on  i t s  

corner   a  c o l l a r   blank  24.  The  paper  bags  in  t ubu la r   form  20a ,20b  

e t c . ,   dep ic t ed   in  Fig.  3,  have  p l e a t s   i n d i c a t e d   with  a  dot ted   l i n e  

26.  Next,  the  paper  bag  2 0 a , 2 0 b , e t c .   in  t ubu la r   form  are  folded  i n  

one  corner   and  both  open  ends  are  sewn  with  a  seam  15,  whereby  t h e  
f i n i s h e d   paper  bag  10,  dep ic t ed   in  Fig.  1,  is  ob t a ined .   In  F i g s  
5  and  6  the  g lue ing  l ine   of  the  c o l l a r   21  is  i n d i c a t e d   by  t h e  



r e f e r e n c e   numeral  29  and  the  i n c i s i o n ,   made  in  the  c o l l a r   24,  by 

the  r e f e r e n c e   numeral  27.  

In  Fig.  4a  has  been  p r e s e n t e d   an  advantageous   embodiment  of  t h e  

c o l l a r   blank  24a  of  the  i n v e n t i o n .   In  th is   embodiment  the  c o l l a r  

blank  24a  has  been  provided  with  an  i n c i s i o n   27a,  whereby  f o l d i n g  

the  va lve   a p e r t u r e   by  machine  means  is  r e l i a b l y   managed.  It  s h o u l d  

be  noted  tha t   the  i n c i s i o n   27a  is  made  in  the  f i r s t   step  of  t h e  

p rocedure   of  the  i n v e n t i o n ,   at  which  the  f u l l   width  paper  web  20 

c o l l a r   blanks  24a  are  glued  with  a  given  spacing.   In  a d d i t i o n ,   i n  

the  c o l l a r   blank  24a  has  been  made  an  ob l ique   cut  28a,  whereby  t h e  

folded  c o l l a r   24a  can  be  b e t t e r   opened  in  the  f i n i s h e d   paper  bag .  

The  c o l l a r   blanks  24b  shown  in  Fig.  4b  is  in  o ther   r e s p e c t s   t h e  

same  as  the  c o l l a r   blank  24a  of  Fig.  4a,  but  in  the  c o l l a r   b l a n k  

24b  of  Fig.  4b  t he re f rom  has  been  removed,  i n s t ead   of  the  i n c i s i o n  

27a,  a  s egmenta l ly   shaped  piece  27b.  The  c o l l a r   blank  24b  also  ha s  

an  ob l ique   cut  28b. 

In  the  case  of  the  c o l l a r   blank  24c,  dep ic ted   in  Fig.  4c,  from  t h e  

c o l l a r   blank  24c  has  been  removed  a  s u b s t a n t i a l l y   t r i a n g u l a r   p i e c e  

27c  and  an  obl ique   cut  28c  has  been  made  in  the  c o l l a r   blank  24c.  

In  the  fo rego ing   only  c e r t a i n   advantageous   embodiments  of  t h e  

i n v e n t i o n   have  been  p r e s e n t e d   and  i t   is  obvious  to  a  person  s k i l l e d  

in  the  ar t   that   numerous  m o d i f i c a t i o n s   t he r eo f   can  be  made  w i t h i n  

the  scope  of  the  i n v e n t i v e   idea  p r e s e n t e d   in  the  claims  f o l l o w i n g  

h e r e i n b e l o w .  



1.  Procedure   for  m a n u f a c t u r i n g   paper  bags,  said  paper  bags  (10) 

being  provided  at  both  ends  with  a  sewn  seam  (15)  and  having  i n  

the  corner   of  the  paper  bag  (10)  a  valve  a p e r t u r e   provided  w i t h  

a  c o l l a r   (14),  c h a r a c t e r i z e d   in  tha t   on  a  f u l l   width  paper  web 

(20)  are  a f f i x e d   c o l l a r   blanks  ( 2 4 , 2 4 a , 2 4 b , 2 4 c )   with  a  g i v e n  

spacing,   that   the  fu l l   width  paper  web  (20)  is  run  to  assume 
t u b u l a r   form  and  cut  in  f ixed  l e n g t h s ,   whereby  the  paper  bag  i n  

t u b u l a r   form  ( 2 0 a , 2 0 b , e t c . )   comprises   a  she l l   (21),  with  b o t h  

ends  open  and  c a r ry ing   on  i t s   corner   a  c o l l a r   blank  ( 2 4 , 2 4 a , 2 4 b ,  

24c,  e t c . ) ,   and  tha t   on  the  paper  bags  in  t ubu l a r   form  ( 2 0 a , 2 0 b , e t c . )  

is  performed  fo ld ing   of  the  corner   and  sewing  of  both  open  e n d s ,  

whereby  a  f i n i s h e d   paper  bag  (10)  is  o b t a i n e d .  

2.  Procedure   accord ing   to  claim  1,  c h a r a c t e r i z e d   in  that   for  c o l l a r  

blank  (24,24a)  is  used  a  c o l l a r   blank  (24,24a)  f u r n i s h e d   with  an  

i n c i s i o n   (27 ,27a) ,   and  that   the  i n c i s i o n   (27,27a)  is  made  in  t h a t  

step  of  the  procedure   at  which  to  the  f u l l   width  paper  web  (20) 

are  glued  c o l l a r   blanks  (24)  with  a  given  s p a c i n g .  

3.  Procedure   accord ing   to  claim  1,  c h a r a c t e r i z e d   in  that   for  c o l l a r  

blank  (24)  is  used  a  c o l l a r   blank  (24b)  from  which  has  been  removed 

a  s u b s t a n t i a l l y   segment-shaped  piece  (27b),  and  that   removal  of  t h e  

segment-shaped  piece  (27b)  is  c a r r i e d   out  in  that   step  of  t h e  

procedure   at  which  to  the  fu l l   width  paper  web  (20)  are  f i x e d  

c o l l a r   blanks  (24)  with  a  given  s p a c i n g .  

4.  Procedure   according   to  claim  1,  c h a r a c t e r i z e d   in  that   for  c o l l a r  

blank  (24)  is  used  a  c o l l a r   blank  (24c)  from  which  has  been  removed 

a  s u b s t a n t i a l l y   t r i a n g u l a r   piece  (27c),   and  that   the  removal  o f  

the  s u b s t a n t i a l l y   t r i a n g u l a r   piece  (27c)  is  c a r r i e d   out  in  t h a t  

step  of  the  procedure   at  which  to  the  f u l l   width  paper  web  (20) 

are  a f f i x e d   c o l l a r   blanks  (24)  with  a  given  s p a c i n g .  

5.  Procedure   accord ing   to  any one  of  claims  1-4,  c h a r a c t e r i z e d   i n  

that   for  c o l l a r   blanks  (24a ,24b ,24c)   are  used  c o l l a r   b lanks ,   i n  

the  edge  of  which  an  obl ique   cut  (28a ,28b ,28c)   has  been  made. 




	bibliography
	description
	claims
	drawings

