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(57)  Amethod for manufacturing a collar box where-
in during the cutting or die-cutting operation cover side-
wall panels (7) are formed on the base wall (5) of the
cover part (2) via folding lines (8), while via a weakened
line (9) a bottom sidewall panel (6) is formed on the edge
of each cover sidewall panel (7) remote from said folding
line (8), and collar part panels (3) are formed on the edg-
es of the base wall (4) of the bottom part (1) via folding
lines (10), these sidewall panels and collar part panels
being designed without fastening lips, wherein subse-
quently the cover sidewall panels (7) with the bottom

Method for manufacturing a collar box and collar box manufactured using such method

sidewall panels (6) formed thereon and the collar part
panels (3) are bent over through substantially 90° rela-
tive to the associated base walls (5 and 4, respectively)
and are maintained in the bent position by flexible ma-
terial strips, wherein subsequently the cover part (2) is
placed over the bottom part (1), which parts (1, 2) are
joined together with adhesive or by a sealing operation,
with the adhesive or the seal being provided adjacent
the bottom sidewall panels (6).

The invention also relates to a collar box obtained using
the method.
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Description

This invention relates to a method for manufactur-
ing a collar box comprising a bottom part, a cover part
and a collar part, both the bottom part and the cover part
comprising a base wall on which a number of sidewalls
extend substantially perpendicularly, while the collar
part also extends substantially perpendicularly to the
base walls and is so designed that the sidewalls of the
cover part enclose the collar part with a proper fit in a
closed position of the box, wherein the blanks for the
collar, the bottom and the cover part are formed from a
flat plate of foldable material by means of a die-cutting
or cutting operation, whereafter by folding and adhesion
the collar box is assembled, while during the die-cutting
or cutting operation cover sidewall panels are formed
on the base wall of the cover part via folding lines, while
a bottom sidewall panel is formed on the edge of each
cover sidewall panel remote from said folding line via a
weakened line, and collar part panels are formed on the
edges of the base wall of the bottom part via folding
lines, wherein subsequently the cover sidewall panels
with the bottom sidewall panels formed thereon and the
collar part panels are bent through substantially 90° rel-
ative to the associated base walls, with coupling means
being provided for keeping the cover sidewall panels
with the bottom sidewall panels formed thereon and the
collar part panels in the bent position, wherein subse-
quently the cover part is placed over the bottom part,
which parts are joined together with adhesive or by a
sealing operation, with the adhesive or the seal being
provided adjacent the bottom sidewall panels.

Such a method for manufacturing a collar box is for
instance known from DE-A-3 140 886. This known
method already signified a tremendous acceleration of
the production process compared with the hitherto
known method for manufacturing collar boxes which is
still frequently used in practice. In the original method,
frequently used in practice, the collar box, which is for
instance used for packaging cigars and delicacies such
as chocolate, is manufactured from three separate
blanks, viz. a blank for the bottom part, a blank for the
cover part and a blank for the collar part. Then a bottom
part, a cover part and a collar part are fabricated from
these blanks by folding and adhesion, whereafter the
collar is placed in the bottom part and is joined to it by
adhesion. Then the cover part is placed on the bottom
part and the collar part, with the free end edges of the
sidewalls of the bottom part and of the cover part coming
to lie against each other, whereafter a label is arranged
over the base wall of the cover part and the sidewalls of
the bottom part and the cover part, which label connects
the bottom part with the cover part. Then the label is cut
through at the location of the end edges referred to, with
the exception of one sidewall, where the label consti-
tutes the hinge between the bottom part and the cover
part. After the box has thus been assembled, it can be
filled with the products to be packaged, such as for in-
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stance cigars or delicacies such as biscuits or choco-
late. Then the box is closed again and sealed with a seal
or packaged in film when it is to be closed airtightly.

The original method for manufacturing a collar box
is time-consuming and moreover provides a box which
is not airtight, which adversely affects the storage prop-
erties of the products packaged therein. In addition, the
number of operations that must be carried out according
to the known method to manufacture a collar box is par-
ticularly large, so that the equipment with which the col-
lar box is manufactured is complicated and costly.

With the method known from DE-A-3 140 886 these
drawbacks are overcome and the production rate com-
pared with the original method frequently used in prac-
tice is tripled.

However, the box which is obtained with the method
described in DE-A-3 140 886 has an important disad-
vantage which resides in particular in the irregular inner
contour of the collar box and the irregular outer contour
of the collar part. As a consequence of the local depres-
sions in the collar part, the collar box known from DE-
A-3140886 has a less good air seal than does the collar
box manufactured according to the original method,
where the collar has a smooth and level contour. More-
over, the risk of damage to the contents is greater in the
collar box known from DE-A-3 140 886 in that the cigars,
for instance, are not entirely supported by the walls
formed by the collar. The irregular inner and outer con-
tours of the collar part are caused by, and are necessary
for the accommodation of, fastening lips by means of
which the side wall panels and the collar part panels are
maintained in the bent position.

The object of the invention is to provide a method
for manufacturing a collar box of the type described in
the preamble, whereby a collar box is obtained without
the above-mentioned disadvantages.

To that end, the method according to the invention
is characterized in that the cover sidewall panels with
the bottom sidewall panels formed thereon as well as
the collar part panels are designed without a fastening
lip and the coupling means for keeping the cover side-
wall panels with the bottom sidewall panels formed ther-
eon and the collar part panels in the bent position are
designed as flexible material strip portions, for instance
of paper or film, which, by adhesion or by a sealing op-
eration, at least at the location of the points of intersec-
tion of the folding lines, which points of intersection in
the assembled condition of the bottom part and the cov-
er part form the corner points thereof, are joined to the
blanks of the bottom part and the cover part and, after
the cover sidewall panels with the bottom sidewall pan-
els formed thereon and the collar part panels have been
bent over, are joined to these panels in such a manner
that the panels in question retain the bent position.

By virtue of the fact that the cover sidewall panels
with the bottom sidewall panels formed thereon as well
as the collar part panels are designed without a fasten-
ing lip, and that the mutual connection between the dif-
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ferent cover sidewall panels with the bottom sidewall
panels formedthereon as well as between the collar part
panels is effected by very thin flexible material strips of
film or paper, the collar part can be made of level design
without depressions. As a result, it is possible to furnish
the collar box with an entirely uniform inner contour, and
also the airtightness of the box will be optimal owing to
the close abutment of the collar part with the cover part.

An additional advantage of the material strips at the
corner points of the box is that the corner points are air-
tight and dust-tight and are inaccessible to vermin.

It will be clear that the invention also relates to a
collar box obtained using the method according to the
invention.

Further elaborations of the method according to the
invention are described in the subclaims and will be fur-
ther clarified, with reference to the drawings, on the ba-
sis of an exemplary embodiment.

Fig. 1 shows the blank of the cover part of an ex-
emplary embodiment of the collar box;

Fig. 2 shows the blank of the bottom part of the ex-
emplary embodiment in question;

Fig. 3 shows a perspective view in cross section of
the exemplary embodiment of the collar box in as-
sembled condition; and

Fig. 4 shows a cross section taken on line IV-1V of
the blank of the cover part.

A collar box generally comprises a bottom part 1, a
cover part 2 and a collar part 3. Both the bottom part 1
and the cover part 2 comprise a base wall 4, 5 on which
a number of sidewalls 6, 7 extend substantially perpen-
dicularly. The collar part also extends substantially per-
pendicularly to the base walls 4, 5 and is so designed
that the sidewalls 7 of the cover part 2 enclose the collar
part with a proper fit in a closed condition of the collar
box. Such a box is particularly robust and features a
great resistance to being pulled out of square, so that it
is particularly suitable for packaging fragile products,
such as for instance cigars and delicatessen such as
biscuits or chocolate. The blanks for the collar, bottom
and cover parts 3, 1, 2, respectively, are formed from a
flat plate of foldable material, such as for instance card-
board, by means of a die-cutting or cutting operation.
Then the collar box is assembled from the blanks by
folding and adhesion. During the cutting or die-cutting
operation, cover sidewall panels are formed on the base
wall 5 of the cover part 2 via folding lines 8. Via a weak-
ened line 9 a bottom side wall panel 6 is formed on the
edge of each cover sidewall panel 7 remote from the
folding line 8. Collar part panels 3 are formed on the
edges of the base wall 4 of the bottom part 1 via folding
lines 10. Then flexible material strip portions 13 are pro-
vided at the corner points 11, 12 of the bottom part 1
and the cover part 2. Then the cover sidewall panels 7
with the bottom sidewall panels 6 formed thereon and
the collar part panels 3 are bent over through substan-
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tially 90° relative to the associated base walls 5 and 4,
respectively. The cover sidewall panels 7 with the bot-
tom sidewall panels 6 formed thereon as well as the col-
lar part panels 3 are maintained in the bent position in
that the material strip portions 13 are suitably joined to
the panels 6, 7, 3 referred to. This can for instance be
effected by adhering the free triangular material strip
portion formed upon the bending operation, to one of
the bent panels 6, 7, 3. Such adhesion can occur both
on the side of the panels 6, 7, 3 proximal to the box in-
terior and on the side thereof that faces outwardly. Then
the thus formed cover part 2 can be placed over the bot-
tom part 1. The two parts 1, 2 can be interconnected
with adhesive 14 or by a sealing operation, with the ad-
hesive 14 or the seal 14 being provided at the location
of the bottom sidewall panels 6.

Because the blank parts 3 of the collar part 3 are
formed on the bottom part 1 of the collar box, the collar
3 of the collar box need not be separately assembled
and then be separately mounted in a bottom part 1 of
the collar box, but the collar box can be assembled in a
much simpler manner by folding and adhesion. Firstly,
no loose parts need to be gripped separately and be po-
sitioned relative to each other and, secondly, as a con-
sequence, the folding operations can be automated
much more easily. All this leads to a tripling of the rate
of the production process for the manufacture of a collar
box compared with the original method for manufactur-
ing a collar box, frequently used in practice. Moreover,
what is accomplished by virtue of the absence of the
fastening lips, whose function has been taken over by
the flexible material strips, is that a highly uniform collar
part is obtained with a level inner and outer contour. As
a result, a properly closing box with a uniformly shaped
box interior is obtained, which, moreover, can be pro-
duced in a cheap and simple manner. Furthermore,
what is accomplished with the flexible material strips is
that also the corner points 11, 12 of the bottom part 1
and the cover part 2 are airtight and dust-tight and inac-
cessible to vermin.

Before the box is opened, all of the weakened lines
9, or all but one, will have to be broken, whereafter the
cover part 2 can be hinged open relative to the bottom
part 1 orbe removed. In the process, the bottom sidewall
panels 6 will remain joined to the collar part panels 3 in
that they are connected thereto through adhesive 14 or
a seal.

According to a further elaboration of the method ac-
cording to the invention, the products to be packaged
can be placed in the bottom part 1 or the cover part 2 of
the collar box after the sidewall panels 7 with the bottom
sidewall panels 6 formed thereon and the collar part
panels 3 have been bent over through substantially 90°
relative to the associated base walls 5 and 4, respec-
tively, and before the cover part 2 is placed over the bot-
tom part 1.

What is thus accomplished is that the products are
already accommodated in the collar box during the man-
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ufacture of the collar box itself. Compared with the
known method, this provides a saving of an entire filling
operation of the box, since heretofore the box was first
assembled entirely and then filled with a product to be
packaged. This was the result of the fact that the box
was still to undergo an intermediate treatment for the
purpose of bulging the top wall of the box using moisture
and heat. Since the operation of bulging one of the walls
of the box using moisture and heat need not take place
because for this purpose a different method has been
developed, which method is the subject of another pat-
ent application filed by applicant, the packaging opera-
tion can be incorporated into the method of manufactur-
ing the collar box, which saves a large number of oper-
ations following the manufacture of the collar box.

According to a further elaboration of the invention,
after the bottom part 1 and the cover part 2 have been
placed onto each other and been joined together, a print-
ed label can be arranged over the base wall 5 of the
cover part 2 and the sidewalls 6, 7 of the cover part 2
and the bottom part 1, respectively. With such a label,
in a simple mannerthe box is given an attractive appear-
ance which promotes the sale of the thus packaged
product.

Optionally, according to a first further elaboration of
the invention, after the cover part 2 and the bottom part
1 have been connected to each other, all weakened
lines 9 or all weakened lines 9 but one, which one weak-
ened line 9 forms a hinge between the bottom and cover
parts 1, 2 of the collar box, can be broken. This provides
the advantage that it is clear to the user where the box
is to be opened, since the separation between the cover
and the bottom of the box is clearly visible. Moreover,
only a minimum of operations need to be performed to
open the box. In order to prevent premature opening of
the box, it can be sealed or be packaged in film, which
film package moreover provides the advantage that the
box is closed virtually airtightly.

For the purpose of breaking the weakened lines 9,
in accordance with the invention, use can be made of a
knife which is provided with a stop, which stop prevents
the knife from engaging the collar part panels 3 as a re-
sult of the knife penetrating undesirably far into the side-
wall panels 6, 7. Such a knife can for instance be de-
signed as a circular knife with a cylindrical stop extend-
ing transversely to the knife by the circumferential sur-
face thereof, which stop comes to lie by its outer circum-
ferential surface against the sidewall panels 6, 7 when
the knife has partly penetrated the sidewall panels 6, 7.

According to a second further elaboration of the
method according to the invention, rather than breaking
the weakened line 9, before the cover part 2 is placed
over the bottom part 1, a pull string is arranged adjacent
the weakened lines 9, which draw string is received be-
tween the sidewall panels 6, 7 and the collar part panels
3 and which, if desired with the exception of a single
sidewall of the box which will comprise a hinge between
the cover part 2 and the bottom part 1, passes around
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the entire box and has one end projecting outside the
box, so that it can be gripped. The pull string is disposed
in the space created by the weakened line 9 between
the sidewall panels 6, 7 and the collar part panels 3.
Because the bottom sidewall panels 6 and the cover
sidewall panels 7 in the still unopened condition of the
box are completely interconnected, it is not possible
that, given a suitable design of the weakened line 9, the
box leaks adjacent the separation line between the bot-
tom part 1 and the cover part 2, since this separation
line has not been created yet and is not created until the
user wishes to access the contents of the collar box. He
can do this by gripping the free end of the pull string
projecting outside the box and pulling it. The pull string
will thereby cut through the weakened line throughout
the circumference of the box, optionally with the excep-
tion of the one sidewall where the pull string is not ar-
ranged. In this one sidewall, the weakened line 9 forms
a hinge between the cover part 2 and the bottom part 1.
For the purpose of creating the hinge in this box, it is
therefore not necessary to arrange a label over the base
wall 5 of the cover part 2 and the sidewalls 6, 7 of the
bottom and cover parts 1, 2, which label can subse-
quently serve as a hinged joint between the bottom part
1 and the cover part 2, since the weakened line 9 which
is not broken by the pull string constitutes a hinge, which
moreover is more robust than a hinge formed by a label.
Optionally, when die-cutting the cover part blank, it may
already be taken into account that one of the weakened
lines 9 will later form a hinge. To that end, this one weak-
ened line 9 may for instance be cut to a slightly lesser
extent than the other weakened lines, which renders it
more robust.

It is observed that the folding lines 8, 10 and the
weakened lines 9 can be formed by partial incision of
the blank material, the so-called score line, or by dis-
placement of the blank material, the so-called crease. It
has been found that a weakened line 9 that is suitable
in practice is a score line in the form of a triangular inci-
sion reaching into the cardboard over three-quarters of
the thickness thereof.

It will be clear that the invention is not limited to the
exemplary embodiment described, but that various
modifications are possible within the framework of the
invention. For instance, the box, rather than being rec-
tangular, may be polygonal, which may even degener-
ate into a cylindrical box. This can for instance be effect-
ed by assembling a box with a large number of corners
and subsequently covering the sidewalls using a label.

Claims

1. A method for manufacturing a collar box comprising
a bottom part (1), a cover part (2) and a collar part
(8), both the bottom part (1) and the cover part (2)
comprising a base wall (4 and 5, respectively) on
which a number of sidewalls (6, 7) extend substan-
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tially perpendicularly, while the collar part (3) also
extends substantially perpendicularly to the base
walls (4, 5) and is so designed that the sidewalls (7)
of the cover part (2) enclose the collar part (3) with
a proper fit in a closed position of the box, wherein
the blanks for the collar, the bottom and the cover
part (3, 1, 2) are formed from a flat plate of foldable
material by means of a die-cutting or cutting oper-
ation, whereafter the collar box is assembled by
folding and adhesion, while duringthe cutting or die-
cutting operation cover sidewall panels (7) are
formed on the base wall (5) of the cover part (2) via
folding lines (8), while via a weakened line (9) a bot-
tom sidewall panel (6) is formed on the edge of each
cover sidewall panel (7) remote from said folding
line (8), and collar part panels (3) are formed on the
edges of the base wall (4) of the bottom part (1) via
folding lines (10), wherein subsequently the cover
sidewall panels (7) with the bottom sidewall panels
(6) formed thereon and the collar part panels (3) are
bent over through substantially 90° relative to the
associated base walls (5 and 4, respectively), with
coupling means being provided for keeping the cov-
er sidewall panels (7) with the bottom sidewall pan-
els (6) formed thereon and the collar part panels (3)
inthe bent position, wherein subsequently the cover
part (2) is placed over the bottom part (1), which
parts (1, 2) are joined together with adhesive or by
a sealing operation, with the adhesive or the seal
being provided adjacent the bottom sidewall panels
(6).

characterized in that the cover sidewall panels (7)
with the bottom sidewall panels (6) formed thereon
as well as the collar part panels (3) are designed
without a fastening lip, and the coupling means for
keeping the cover sidewall panels (7) with the bot-
tom sidewall panels (6) formed thereon and the col-
lar part panels (3) in the bent position are designed
as flexible material strip portions (13), for instance
of paper or film, which, by adhesion or by a sealing
operation, at least at the location of the points of
intersection (11, 12) of the folding lines (8, 10),
which points of intersection (11, 12) in the assem-
bled condition of the bottom part (1) and the cover
part (2) form the corner points (11, 12) thereof, are
joined to the blanks of the bottom part (1) and the
cover part (2) and, after the cover sidewall panels
(7) with the bottom sidewall panels (6) formed ther-
eon and the collar part panels (3) have been bent
over, are joined to these panels (6, 7, 3) in such a
manner that these panels (6, 7, 3) retain the bent
position.

A method according to claim 1, characterized in
that, after the sidewall panels (7) with the bottom
sidewall panels (6) formed thereon and the collar
part panels (3) have been bent over through sub-
stantially 90° relative to the associated base walls
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(5 and 4, respectively), and before the cover part
(2) is placed over the bottom part (1), products to
be packaged are placed in the bottom part (1) or the
cover part (2) of the collar box.

A method according to claim 1 or 2, characterized
in that after the bottom part (1) and the cover part
(2) have been placed onto each other and been
joined together, a label with a print is arranged over
the base wall (5) of the cover part (2) and the side-
walls (6, 7) of the cover and the bottom part (2, 1).

A method according to any one of claims 1-3, char-
acterized in that, after the cover part (2) and the bot-
tom part (1) have been joined together, all weak-
ened lines (9) or all weakened lines (9) but one,
which one weakened line (9a) forms a hinge be-
tween the bottom part and the cover part (1, 2) of
the collar box, are broken.

A method according to claim 4, characterized in that
the weakened lines (9) are broken by a knife pro-
vided with a stop, which stop prevents the knife from
engaging the collar part panels (3) as a result of the
knife penetrating undesirably far into the sidewall
panels (6, 7).

A method according to any one of claims 1-3, char-
acterized in that before the cover part (2) is placed
over the bottom part (1), at the location of the weak-
ened lines (9) a pull string (11) is arranged, which
is accommodated between the sidewall panels (6,
7) and the collar part panels (3) and which, option-
ally with the exception of a single sidewall of the
box, which sidewall will comprise a hinge between
the cover part (2) and the bottom part (1), extends
around the entire box and by one end projects out-
side the box, so that it can be gripped.

A collar box obtained by the method according to
any one of the preceding claims.
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