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(54) Display container

(57) A one-piece blank for use in providing a display
container in the form of a hollow body (30) having an
internal display platform (10B) has a body-forming area
(1) which is foldable to form the generally hollow body.
The area (1) has a pair of flaps (10) connected to it by

fold lines (10A) so as to extend generally transversely
of the body-folding direction. The arrangement is such
that the flaps (10) are foldable to a position generally
transverse to the body wall in the formed container to
form the display platform. A method of making a con-
tainer using the aforesaid blank is also described.
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Description

This invention relates to a display container, for use
primarily in shops and similar locations, in displaying
products for sale, for example.

The invention is particularly concerned with a dis-
play container in the general form of a hollow body, such
as a column or pillar, having an internal display platform
usually at or near its intended upper end for supporting
goods to be displayed. In one conventional form of such
a container, the body is of generally hexagonal cross-
section and the display platform is formed by a compo-
nent produced separately from the body by cutting and
folding a blank, the formed component being inserted
within the body and glued in place to provide the plat-
form. Whilst the finished product is satisfactory in use,
it has the disadvantage of being complicated and ex-
pensive to produce because of the necessity to form and
manually fit the separate platform component.

An object of the present invention is to provide a
display container, a one-piece container blank and a
method of making the container, which blank and meth-
od enable production of the container to be simplified
and its cost reduced as compared with the aforesaid
conventional container.

According to one aspect of the present invention,
there is provided a one-piece blank for use in providing
a display container in the form of a hollow body having
an internal display platform, the blank comprising a
body-forming area which is foldable to form the gener-
ally hollow body, and a pair of flaps connected to the
body-forming area by fold lines so as to extend generally
transversely of the body-folding direction, the arrange-
ment being such that the flaps are foldable to a position
generally transverse to the body wall within the erected
body to form the display platform.

Preferably, the blank includes further flaps connect-
ed by further fold lines to the body-forming area and ar-
ranged to be folded to form support formations lying be-
neath the display platform in the erected body.

From another aspect of the invention, there is pro-
vided a method of making a display container using the
blank of the invention.

The invention also embraces a display container
formed from the blank of the invention, preferably by the
method of the invention.

The invention will now be described, by way of ex-
ample, with reference to the accompanying drawings,
in which:-

Figure 1 is a view of one side of a blank of the in-
vention in its initial form;

Figure 2 illustrates the blank following a primary
folding operation;

Figure 3 illustrates the blank during a secondary
folding stage;

Figure 4 illustrates the folded blank in a condition
suitable for transport and storage, prior to formation
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of the container,;

Figures 5 and 6 illustrate stages during the erection
of the container from the folded blank of Figure 4,
and

Figure 7 illustrates the container of the invention in
its completed form.

The one-piece blank from which the container is
produced is illustrated in Figure 1 in its entirely unfolded
condition and will be seen to have a generally rectangu-
lar body-forming area 1 divided by fold lines 2, 2A, 2B
into a plurality of panels 3 intended to form the respec-
tive sides of a multi-sided body in the form of a generally
tubular column, in the manner to be described. Six such
panels are provided in the illustrated example in order
to form a hexagonal column, although this number may
be varied as required. Each end panel 3 of the area 1
has a projecting tongue 4, 5 along its outer edge, the
tongue 4 being connected to its panel by a fold line 6.

One side edge of the area 1 is provided with a series
of reinforcing flaps 7, each having the width of one panel
3 and being connected to a respective panel by a fold
line 8. The flap on the panel 3 provided with the tongue
4 is separated from the adjacent flap by a slit 9 and it
would be possible to provide similar slits between any
other pair of flaps 7 if required.

The other side of the area 1 is provided with a pair
of platform-forming flaps 10 and a pair of further flaps
11, the latter being intended to provide supports for the
platform in the formed container in the manner to be de-
scribed. The flaps 10, 11 of the two pairs are arranged
alternately along the side of the area 1, being connected
thereto by respective fold lines 10A, 11A.

Each flap 10 includes a rectangular portion 12 con-
nected along one of its sides to the area 1 by one of the
fold lines 10A. Each portion 12 is connected along an
opposite side by fold line 13 to the shorter parallel side
of a trapezoidal portion 14, the longer parallel side of
which is connected by a further fold line 15 to a narrow
rectangular tongue 16. The inclined sides of the flap por-
tions 14 are cut away to leave projecting tabs 14A ad-
jacent the tongue 16.

Each flap 11 includes a generally rectangular por-
tion 17 spanning two panels 3 and connected along one
of its sides to both of these panels by fold lines 11A. The
other side of the portion 17 is common with the longer
parallel side of a further generally trapezoidal portion 18
inverted with respect to the portions 10, the shorter par-
allel side having a deep notch 19 therein. The junction
between the portions 17 and 18 includes a slit 20, from
which extends a further slit 21 towards and in longitudi-
nal alignment with the notch 19 and perpendicular to the
slit 20. The slit 21 and notch 19 are interconnected by
a partially cut fold line 22. Further partially cut fold lines
23 are arranged in pairs at either side of the line 22, the
fold lines of each pair being equi-spaced and the fold
lines immediately adjacent the fold line 22 having a sim-
ilar spacing from the latter. The angles of the inclined
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edges of the trapezoidal portions 18 and/or adjacent in-
clined edges of the portions 14 may be such that the
gaps between the edges are greater than those illustrat-
ed to facilitate folding of the blank.

The blank is shaped by standard die-cutting tech-
niques using a machine which cuts it to the shape shown
in Figure 1 and forms the various fold lines and slits.

The first stage in the formation of the container is to
pass the blank through a folder-gluer machine which
first applies glue to the areas "GLUE A" on the flap por-
tions 12 and 18 in Figure 1. The blank is fed into the
machine in the direction shown by the arrow and a first
folding step is carried out to fold the flaps 10 and 11 in-
wardly through 180° so as to lie against the area 1 to
which they are adhered by the glue already applied to
the aforesaid areas "GLUE A". Simultaneously or sub-
sequently, the flaps 7 at the other side of the blank are
folded inwardly through 180° sothat they also lie against
the same side of the area 1 as the flaps 10, 11, being
again adhered to the area 1 by the glue previously ap-
plied to areas "GLUE A" thereon. Upon the completion
of these glueing and folding operations, the blank is in
the form illustrated in Figure 2.

Gilue is then applied to the now upwardly facing ar-
eas GLUE B of the tongues 16 on the folded portions
10 and to the tongue 5, as seen in Figure 2. This is fol-
lowed by a secondary folding operation, as illustrated in
Figure 3, in which the blank is first folded along second-
ary fold line 2A to bring the portions 10 into superposed
relationship such that the glued tongues 16 of these por-
tions become adhered together. The right-hand end
panel 3 is then folded inwardly along fold line 2B, bring-
ing the glued tongue 5 to a position overlying the then
upwardly facing surface of the tongue 4, to which it be-
comes adhered by the glue. The blank is now in the flat
intermediate condition illustrated in Figure 4, in which it
may be transported and stored, prior to unfolding, when
required, to form a display container.

The display container column is erected by pulling
apart the two flattened leaves, each of which includes
three panels 3, so that the panels unfold along the fold
lines 2, 2A, 2B. A first stage in this unfolding process is
illustrated in Figure 5, from which it can be seen that the
trapezoidal parts 14 of the flaps 10 begin to move apart,
moving towards a position in which they extend across
the column, with their conjoined tongues 16 extending
in a direction which will leave them projecting down-
wardly in the finished article, the container being viewed
from beneath in Figure 5. The unfolding process finally
brings the container column into the hexagonal config-
uration shown in Figures 6 and 7, the flaps 10 being
pushed upwardly through a small distance until they
form a transverse platform 10B adjacent the intended
upper end of the column, thereby producing a relatively
shallow container (Figure 7). It will be understood that
the level of the platform is governed by the length of the
rectangular portions 12 which connect the trapezoidal
portions 14 to the area 1. In order to provide support for

10

15

20

25

30

35

40

45

50

55

the raised platform 10B, the portions of the flaps 17 de-
fined by the fold lines 22, 23 and slit 20 (Figures 1 and
2) are pushed inwardly beneath the platform. The pro-
vision of the parallel fold lines 22, 23 causes the portions
18 to form triangular stays 18A, as can be seen from
Figure 6, the stays locating on the conjoined flaps 16 by
way of the slots 19 formed at the upper ends of the por-
tions 18. This arrangement locks the stays positively to
the platform and provides a very stable arrangement.
Further stability is achieved by the tabs 14A of the plat-
form engaging in the adjacent slit 20 when the platform
is raised.

Although illustrated as hexagonal, the column of the
container may be of any convenient shape and, when
of polygonal cross-section may have any desired
number of sides.

Claims

1. Aone-piece blankfor use in providing a display con-
tainer in the form of a hollow body (30) having an
internal display platform (10B), the blank compris-
ing a body-forming area (1) which is foldable to form
the generally hollow body, and a pair of flaps (10)
connected to the body-forming area by fold lines
(10A) so as to extend generally transversely of the
body-folding direction, the arrangement being such
that the flaps are foldable to a position generally
transverse to the body wall within the formed con-
tainer to form the display platform.

2. Ablankaccordingto Claim 1, including further flaps
(11) connected by further fold lines (11A) to the
body-forming area and arranged to be folded to
form support formations (18A) lying beneath the
display platform in the formed container.

3. A blank according to Claim 1 or Claim 2, wherein
the body forming area includes a plurality of panels
(8) interconnected by fold lines (2A, 2B) arranged
sothat folding the area along the fold lines produces
a multi-sided generally tubular body (30), the flaps
being shaped so that, when folded to form the plat-
form (10B) within the body, the platform has sides
corresponding to and lying adjacent respective
sides of the body.

4. A blank according to Claim 2, wherein each plat-
form-forming flap (10) is attached to an edge of a
respective panel (3), these flaps being separated
by a further pair of panels (3).

5. Ablank according to Claim 4, wherein each of said
further flaps (11) is attached along the edges of two
adjacent panels (3), said platform-formingflaps (10)
and further flaps (11) alternating along the body-
forming area (1).
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A blank according to any one of the preceding
claims, wherein each of said platform-forming flaps
(10) includes a generally trapezoidal part (14) in-
tended to form part of the platform (10B) in the
formed container, and a rectangular part (12), the
latter being joined along a fold line (13) at one edge
to the shorter side edge of the trapezoidal part (14)
and along another fold line (10A) at its opposing
edge to the associated panel (3).

A blank according to any one of Claims 2 to 6,
wherein each further flap (11) has a generally trap-
ezoidal portion (18) inverted with respect to that of
each platform-forming flap (10) and a generally rec-
tangular portion (17) of which one side edge is con-
nected by a fold line (11A) to the adjacent edges of
its associated panels.

A blank according to Claim 7, wherein the generally
trapezoidal section (18) of each of said further flaps
(11) is provided with a group of generally parallel
fold lines (22, 23) enabling a generally triangular for-
mation (18A) to be produced which extends out of
the plane of the flap.

A blank according to any one of Claims 6 to 8,
wherein the free outer edges of the trapezoidal
parts (14) of the platform-forming flaps (10) are pro-
vided with projecting tongues (16) extending the-
realong, the tongues being foldable to positions in
which they extend transversely of said parts and ar-
ranged so as 1o lie closely adjacent each other be-
neath the formed platform (10B) in the formed con-
tainer.

A blank according to any one of Claims 6 to 9,
wherein the rectangular parts (12) of the platform-
forming flaps (10) are arranged to lie against their
associated body panels (13) in the formed container
and serve to set the position of the platform along
the body (30).

A blank according to any one of Claims 6 to 10,
wherein the trapezoidal parts (14) of the platform-
forming flaps (10) are provided with projecting tabs
(14A) for engagement, in the formed container, with
locating slots (20) formed by the further flaps.

A blank according to any one of Claims 3 to 11,
wherein the body-forming area (10) has six adja-
cent panels (3) which form a hexagonal body (30)
in the formed container.

A one-piece blank substantially as hereinbefore de-
scribed, with reference to Figure 1 of the accompa-

nying drawings.

A method of making a container in the general form
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15.

16.

17.

18.

19.

20.

of a hollow body (30) having an internal display plat-
form (10B) using a blank according to any one of
the preceding claims, the method comprising fold-
ing the platform-forming flaps (10) inwardly to lie
against the body-forming area (1), folding the body-
forming area such as to bring said flaps into super-
posed relationship, connecting together then over-
lying portions (16) of the flaps and connecting to-
gether overlying portions of the body-forming area,
expanding the folded area to form a hollow body
(80), such expansion moving the connected flaps
(10) towards positions within the body in which they
lie generally transversely across the body to form
the display platform (10B).

A method according to Claim 14 using a blank ac-
cording to Claim 2, wherein said further flaps (11)
are moved to form support formations (18A) ar-
ranged to lie beneath the platform (10B).

A method according to Claim 14 using a blank ac-
cording to Claim 3, wherein folding of the body-
forming area (1) takes place along fold lines (2A,
2B) between the panels (3) such as to produce a
flat structure have two superposed layers each
composed of an equal number of panels (3).

A method according to Claim 15, using a blank ac-
cording to Claim 9, wherein the portions of the plat-
form-forming flaps which are connected together
are the projecting tongues (16) thereon which, dur-
ing said expansion, are brought to positions gener-
ally centrally transverse to the platform (10B) be-
neath the latter, where they interengage with the
support formations (18A) to lock the latter to the
platform.

A method of making a container substantially as
hereinbefore described with reference to Figures 2
to 7 of the accompanying drawings.

A container made by the method of any one of
Claims 14 to 18.

A container according to Claim 19 substantially as
hereinbefore described with reference to Figure 7
of the accompanying drawings.
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