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Description
BACKGROUND OF THE INVENTION

[0001] This invention relates generally to packaging
and, more particularly, to a packaging carton and a meth-
od for making a packaging assembly with the carton.
[0002] Atleast some known cartons used for packag-
ing a product include markings, indicia, and/or a shape
that communicates the product, a manufacturer of the
product, and/or a seller of the product to consumers. For
example, such cartons may include printed text that in-
dicates a product’s name and briefly describes the prod-
uct, logos and trademarks that indicate a manufacturer
and/or seller of the product, and/or designs that attract a
consumer’s attention. Other cartons, for example, may
have a shape that corresponds to a product packaged
within the carton and/or a shape that indicates a manu-
facture and/or seller of the product. Still further, and for
example, some known cartons may include a shape that
provides functionality, such as a shape that promotes the
display of the carton, a shape that facilitates stacking
and/or arrangement of a plurality of cartons, and/or a
shape that facilitates carrying the carton. However, car-
tons having shapes that are more complex than conven-
tional rectangular cartons may be difficult and costly to
manufacture. Additionally, such cartons may be less like-
ly to maintain their shape during transport and/or display
thereof.

[0003] Some known cartons that package a product
are also sealed to protect the product from tampering
andto generally seal the joints of the carton for containing
the product within the carton as well as protecting the
product from contamination. For example, some known
cartons include a band around a joint between portions
of the carton, such as a lid and a base, to seal the carton.
Other known cartons may include a bag or a liner that is
sealed within the interior cavity of the carton for storing
the productin a sealed environment. Moreover, there are
at least some other known cartons, for example, that
completely wrap the carton in shrink-wrap that is there-
after heated to shrink it tightly around the carton. How-
ever, when a carton is completely sealed with shrink-
wrap portions of the carton may not be accessible without
breaking the seal, thereby possibly making display and/or
transport of the carton more difficult.

[0004] Document US 2003/0206997 A1 discloses a
shrink-wrapped carton with deformable side walls.

BRIEF SUMMARY OF THE INVENTION

[0005] In one aspect, the present invention provides a
method for applying a heat-shrink patch to a carton for
forming a shape of the carton. The carton includes a top
panel, a bottom panel, at least one side panel extending
between the top panel and the bottom panel and a mov-
able section that is movable between a first position and
a second position. The method includes providing a heat-
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shrink patch in a pre-shrunk configuration. The heat-
shrink patch is coupled in the pre-shrunk configuration
to at least a portion of an interior surface of a blank of
sheet material including at least a portion of the movable
section. The carton is formed from the blank of sheet
material. The movable section is moved from the first
position to the second position to form the shape of the
carton by heating the heat-shrink patch to shrink the heat-
shrink patch to a shrunk configuration.

[0006] In another aspect, the present invention pro-
vides a method for forming a packaging assembly includ-
ing a carton having a shape. The carton includes a top
panel, a bottom panel, at least one side panel extending
between the top panel and the bottom panel and a mov-
able section that is movable between a first position and
asecond position. The method includes providing a blank
sheet of material having a first movable section coupled
to a second movable section at a fold line. The first mov-
able section and the second movable section define a
void positioned on the fold line. An adhesive is applied
in a registered pattern to an interior surface of the blank
and substantially surrounds the void. The heat-shrink
patch is coupled in a pre-shrunk configuration to each of
the first movable section and the second movable section
within the registered pattern to cover the void. The first
movable section is moved towards the second movable
section to atleast partially close the void to form the shape
of the carton by applying heat to the heat-shrink: patch
to shrink the heat-shrink patch to a shrunk configuration.
[0007] In another aspect, the present invention pro-
vides a system for applying a heat-shrink patch to a car-
ton for forming a shape ofthe carton. The systemincludes
ablank of sheet material comprising atop panel, abottom
panel, at least one side panel extending between the top
panel and the bottom panel and a movable section that
is movable between afirst position and a second position.
A coupling device is configured to couple the heat-shrink
patch in the pre-shrunk configuration to an interior sur-
face of a blank of sheet material. The system further in-
cludes a forming device configured to form the carton
from the blank of sheet material. A heating device is con-
figured to heat at least a portion of the heat-shrink patch
to shrink the heat-shrink patch to a shrunk configuration
to move the movable section from the first position to the
second position to form the shape of the carton.

BRIEF DESCRIPTION OF THE DRAWINGS

[0008]
Figure 1is atop plan view of a blank of sheet material
for forming a carton, according to one embodiment

of this invention.

Figure 2 is a perspective view of the carton formed
from the blank shown in Figure 1.

Figure 3 is a perspective view of a packaging as-
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sembly including the carton shown in Figure 2.

Figure 4 is a top plan view of a blank of sheet material
for forming a carton, according to one embodiment
of this invention.

Figure 5 is a perspective view of the carton formed
from the blank shown in Figure 4.

Figure 6 is a perspective view of a packaging as-
sembly including the carton shown in Figure 5.

Figure 7 is a perspective view of an alternative em-
bodiment of the packaging assembly shown in Fig-
ure 6.

Figure 8 is a top plan view of a blank of sheet material
for forming a carton, according to one embodiment
of this invention.

Figure 9 is a perspective view of the carton formed
from the blank shown in Figure 8.

Figure 10 is a perspective view of a packaging as-
sembly including the carton shown in Figure 9.

Figure 11 is a perspective view of an alternative em-
bodiment of the packaging assembly shown in Fig-
ure 10.

Figure 12 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 13 is a perspective view of the carton formed
from the blank shown in Figure 12.

Figure 14 is a perspective view of a packaging as-
sembly including the carton shown in Figure 13.

Figure 15 is a perspective view of an alternative em-
bodiment of the packaging assembly shown in Fig-
ure 14.

Figure 16 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 17 is a perspective view of the carton formed
from the blank shown in Figure 16.

Figure 18 is a perspective view of a packaging as-
sembly including the carton shown in Figure 17.

Figure 19 is a perspective view of an alternative em-
bodiment of the packaging assembly shown in Fig-
ure 18.
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Figure 20 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 21 is a perspective view of the carton formed
from the blank shown in Figure 20.

Figure 22 is a perspective view of a packaging as-
sembly including the carton shown in Figure 21.

Figure 23 is a perspective view of an alternative em-
bodiment of the packaging assembly shown in Fig-
ure 22.

Figure 24 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 25 is a perspective view of the carton formed
from the blank shown in Figure 24.

Figure 26 is a perspective view of a packaging as-
sembly including the carton shown in Figure 25.

Figure 27 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 28 is a perspective view of the carton formed
from the blank shown in Figure 27.

Figure 29 is a perspective view of a packaging as-
sembly including the carton shown in Figure 28.

Figure 30 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 31 is a perspective view of the carton formed
from the blank shown in Figure 30.

Figure 32 is a perspective view of a packaging as-
sembly including the carton shown in Figure 31.

Figure 33 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 34 is a perspective view of the carton formed
from the blank shown in Figure 33.

Figure 35 is a perspective view of a packaging as-
sembly including the carton shown in Figure 34.

Figure 36 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.
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Figure 37 is a perspective view of the carton formed
from the blank shown in Figure 36.

Figure 38 is a perspective view of a packaging as-
sembly including the carton shown in Figure 37.

Figure 39 is a top plan view of a blank of sheet ma-
terial for forming a carton, according to one embod-
iment of this invention.

Figure 40 is a perspective view of the carton formed
from the blank shown in Figure 39.

Figure 41 is a perspective view of a packaging as-
sembly including the carton shown in Figure 40.

Figure 42 is a flowchart illustrating a method for ap-
plying a heat-shrink patch to a carton for forming a
shape of the carton.

Corresponding reference characters indicate corre-
sponding parts throughout the several views of the
drawings.

DETAILED DESCRIPTION OF THE INVENTION

[0009] Generally, packaging assemblies are de-
scribed herein that may be formed from a carton having
a heat-shrunk layer (sometimes referred to as, for exam-
ple, "shrink-wrap") coupled to a portion thereof or from a
carton having a heat-shrink layer in the form of a heat-
shrink patch overlapping a portion of the carton. The heat-
shrink patch may be attached to the carton on the inside
of the carton or on the outside of the carton. In the ex-
emplary embodiment, the carton is made from a paper-
board material. The carton, however, could be made from
other materials, and therefore is not limited to a specific
type of material. In some embodiments, a packaging as-
sembly may include a movable section that is movable
from a first position to a second position to form a shape
of the packaging assembly. The movable section may
be moved by, for example, wrapping a heat-shrinkable
layer around at least a portion of the movable section
such that the layer overlaps at least a portion of the mov-
able section, and heating the heat-shrinkable layer to
shrink the heat-shrinkable layer into contact with at least
a portion of the movable section to move the movable
section from the first position to the second position as
the layer shrinks under the heat.

[0010] Alternatively, the movable section may be
moved by attaching a heat-shrink patch to at least a por-
tion of the movable section, and heating the heat-shrink
patch such that shrinking of the patch causes the mov-
able section to move from the first position to the second
position. In one embodiment, a heat-shrink patch is cou-
pled to an interior surface of the blank of sheet material.
The heat-shrink patch is connected to at least a portion
of the movable section. The movable section is moved
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by heating the heat-shrink patch to shrink the heat-shrink-
able patch and urge the movable section from the first
position towards the second position. The movable sec-
tion may be any portion of the carton and may be movable
in any suitable motion and/or direction, whether such por-
tion, motion, and/or direction is described and/or illustrat-
ed herein.

[0011] In some embodiments, a carton and/or a heat-
shrinkable/shrunk layer may include a marking thereon,
such as, but not limited to, indicia that communicates the
product, a manufacturer of the product, and/or a seller
of the product. For example, printed text that indicates a
product’s name and briefly describes the product, logos
and/or trademarks that indicate a manufacturer and/or
seller of the product, and/or designs and/or ornamenta-
tion that attract attention. Moreover, in some embodi-
ments a packaging assembly may include a handle for
carrying the assembly.

[0012] The cartons, heat-shrinkable/shrunk layers,
and packaging assemblies generally may each have any
suitable size, shape, and/or configuration (e.g., number
of sides), whether such sizes, shapes, and/or configura-
tions are described and/or illustrated herein. For exam-
ple, in one embodiment a packaging assembly includes
a shape that corresponds to a product packaged within
the carton and/or a shape that indicates a manufacture
and/or seller of the product. Moreover, and for example,
in one embodiment a packaging assembly includes a
shape that provides functionality, such as a shape that
promotes the display of the carton, a shape that facilitates
stacking and/or arrangement of a plurality of cartons,
and/or a shape that facilitates carrying the carton. Simi-
larly, the cartons, heat-shrinkable/shrunk layers, and
packaging assemblies generally may be formed from any
suitable material, whether such materials are described
herein. For example, in one embodiment a carton in-
cludes cardboard, corrugated board, and/or plastic. Ad-
ditionally, in one embodiment, a heat-shrinkable/shrunk
layer includes a sheet, a sleeve or a patch of shrinkable
material that includes polyethylene, polypropylene, pol-
yvinyl chloride, polyester, polyester glycol, nylon and/or
oriented polystyrene. In an alternative embodiment, any
suitable shrinkable material known to those skilled in the
art and guided by the teachings herein provided is used
to fabricate heat-shrink patch.

[0013] Referring now to the drawings, and more spe-
cifically to Figures 1-3, although as described above a
packaging assembly may have any suitable size, shape,
and/or configuration (e.g., number of sides), Figures 1-3
illustrate the formation of one embodiment of a packaging
assembly. Specifically, Figure 1 is a top plan view of one
embodiment of a blank of sheet material (designated in
its entirety by reference numeral 20). Figure 2 is a per-
spective view of one embodiment of a carton (designated
in its entirety by 100) formed from blank 20 shown in
Figure 1. Figure 3 is a perspective view of one embodi-
ment of a packaging assembly (designated in its entirety
by 154) including carton 100 shown in Figure 2.
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[0014] Referring to Figure 1, blank 20 includes a suc-
cession of six side panels 22, 24, 26, 28, 30, and 32 that
are connected together by a plurality of preformed, gen-
erally parallel, fold lines 36, 38, 40, 42, and 44, respec-
tively. Specifically, each side panel 22, 24, 26, 28, 30,
and 32 extends from an adjacent side panel along re-
spective fold lines 36, 38, 40, 42, and 44. A side panel
flap 46 extends from an end portion (generally designat-
ed by 48) of side panel 32, or alternatively from an end
portion (generally designated by 50) of side panel 22,
along a fold line 49 for facilitating securing end portions
48 and 50 together to form carton 100 (shown in Figure
2). Each side panel 22, 24, 26, 28, 30, and 32 extends a
height measured between a bottom end 52 and a top end
54. Side panel 22 or, alternatively, side panel 24, 26, 28,
30 and/or 32, includes a top support panel 56 extending
from top end 54 thereof along a fold line 58 and a bottom
support panel 60 extending from bottom end 52 thereof
along a fold line 62. Additionally, side panel 28 (or alter-
natively any other of side panels 22, 24, 26, 30, and/or
32) includes a top panel 64 extending from top end 54
thereof along a fold line 66 and a bottom panel 68 ex-
tending from bottom end 52 thereof along a fold line 70.
Top panel 64 and bottom panel 68 each include two se-
curement tabs 72 and 74 extending therefrom along re-
spective fold lines 76 and 78 for facilitating securing top
panel 64 and bottom panel 68 to side panels 22, 24, 26,
28, 30, and 32 to form a top 114 (shown in Figure 2) and
a bottom 116 (shown in Figure 2) of carton 100. Moreo-
ver, top ends 54 and bottom ends 52 of each side panel
26 and 30 include a securement flap 80 extending there-
from along a fold line 82 for mating with securement tabs
72 and 74 toform carton 100. In alternative embodiments,
top panel 64 and bottom panel 68 may include any suit-
able interconnection means in addition to, or alternatively
to, the tab /flap arrangement described above. Accord-
ingly, the top, bottom, and side panels 64, 68, 26, and
30, respectively, are not limited to interconnection using
a tab/flap arrangement. For example, in one embodi-
ment, adhesive is applied to portions of the top, bottom,
and/or side panels 64, 68, 26, and 30, respectively.
[0015] The side panels 22, 24, 26, 28, 30, and 32 each
include an upper panel portion 84 and a lower panel por-
tion 86. Upper panel portions 84 each include an upper
panel extension 88 extending therefrom along a fold line
90, and lower panel portions 86 each include a lower
panel extension 92 extending therefrom along a fold line
94. Upper panel extensions 88 are each joined to a cor-
responding lower panel extension 92 along a central fold
line 96. As can be seen in Figure 1, an opening 98 is
defined between adjacent pairs of joined upper and lower
panel extensions 88 and 92 to accommodate changing
a cross-sectional area of carton 100 as will be described
below.

[0016] As shown in Figure 2, a carton 100 can be
formed from blank 20 (shown in Figure 1) by folding blank
20 about fold lines 36, 38, 40, 42, 44, 49, 58, 62, 66, 70,
76, 78, and 82 (shown in Figure 1). In one embodiment,
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an adhesive may be applied to portions of blank 20 to
secure carton 100 together. Generally, side panels 22,
24, 26, 28, 30, and 32 (shown in Figure 1) form six suc-
cessive sides (generally designated by 102, 104, 106,
108, 110, and 112) of carton 100, top panel 64 (shown
in Figure 1) forms a top (generally designated by 114) of
carton 100, and bottom panel 68 (shown in Figure 1)
forms a bottom (generally designated by 116) of carton
100. Carton 100 extends a height 118 measured between
top 114 and bottom 116 of carton 100 along a central
longitudinal axis 120 extending through carton 100. As
can be seen in Figure 2, in one embodiment, carton 100
includes a generally hexagonal cross-sectional shape,
for example, a cross section taken along the plane 2-2
extending generally perpendicularly to central longitudi-
nal axis 120. As can also be seen in Figure 2, each side
102, 104, 106, 108, 110, and 112 extends between top
114 and bottom 116 of carton 100. More specifically, in
one embodiment, each side 102, 104, 106, 108, 110, and
112 extends from top 114 to bottom 116. Any side 102,
104, 106, 108, 110, or 112 may be referred to herein as
a first, a second, a third, a fourth, a fifth, and/or a sixth
side.

[0017] Upper panel portions 84 and lower panel por-
tions 86 (shown in Figure 1) form upper portions 122 and
lower portions 124, respectively, of each side 102, 104,
106, 108, 110, and 112. Upper panel extensions 88 and
lower panel extensions 92 form upper extensions 126
and lower extensions 128, respectively, of each side 102,
104, 106, 108, 110, and 112. A corner 130 is defined at
an intersection between top 114 and each side 102, 104,
106, 108, 110, and 112. Similarly, a corner 132 is defined
at an intersection between bottom 116 and each side
102, 104, 106, 108, 110, and 112. Moreover, a corner
134 is defined at an intersection between each adjacent
side of sides 102, 104, 106, 108, 110, and 112.

[0018] The upper and lower extensions 126 and 128
each form a movable section (generally designated by
136, 138, 140, 142, 144, and 146) of carton 100. As can
be seen in Figure 2, in one embodiment, each movable
section 136, 138, 140, 142, 144, and 146 are located
along central longitudinal axis 120 at a generally equal
distance from top 114. More specifically, each central
fold line 96 is located along central longitudinal axis 120
at a generally equal distance from top 114. Any movable
section 136, 138, 140, 142, 144, or 146 may be referred
to herein as a first, a second, a third, a fourth, a fifth,
and/or a sixth movable section.

[0019] The movable sections 136, 138, 140, 142, 144,
and 146 are each movable between afirst position shown
in Figure 2 (and generally designated by 148) and a sec-
ond position shown in Figure 3 (and generally designated
by 150). In one embodiment, movable sections 136, 138,
140, 142, 144, and 146 are movable from first position
148 to second position 150 by bending upper and lower
extensions 126 and 128 along fold lines 90, fold lines 94,
and central fold lines 96 to generally radially move central
fold lines 96 with respect to central longitudinal axis 120
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of carton 100. Accordingly, and as can be seen in Figures
2 and 3, movement between first and second positions
148 and 150, respectively, varies, or changes, a cross-
sectional width of carton 100 defined between two oppo-
site sides of sides 102, 104, 106, 108, 110, and 112 along
the height of carton 100. In one embodiment, a cross-
sectional width defined between two opposite sides of
sides 102,104,106, 108,110, and 112 and taken through
movable sections 136, 138, 140, 142, 144, and 146 (e.g.,
a cross section taken along plane 3-3in Figure 2) is gen-
erally greater in first position 148 than in second position
150. More specifically, as can be seen in Figures 2 and
3, each central fold line 96 is spaced a greater radial
distance from central longitudinal axis 120 in first position
148 than in second position 150. In one embodiment, at
least one of movable sections 136, 138, 140, 142, 144,
and 146 is biased in first position 148. Although movable
sections 136, 138, 140, 142, 144, and/or 146 may be
biased infirst position 148 using any suitable mechanism,
in one embodiment, a structure of carton 100 biases mov-
able sections 136, 138, 140, 142, 144, and/or 146.
[0020] Once carton 100 has been formed, and either
before, simultaneously with, or after a product is placed
within carton 100, a heat-shrinkable layer (generally des-
ignated by 152) can be wrapped around at least a portion
of carton 100 and heat-shrunk to form a packaging as-
sembly, one embodiment of which is shown in Figure 3
and generally designated by 154. Specifically, in the em-
bodiment shown in Figure 3 heat-shrinkable layer 152 is
wrapped around sides 102, 104, 106, 108, 110, and 112,
a portion of which extends beyond top 114 and another
portion of which extends beyond bottom 116. Layer 152
is then heated to shrink heat-shrinkable layer 152 into
contact with carton 100. Layer 152 shrinks to fit snuggly
around carton 100. Although heat-shrinkable layer 152
can overlap any portion of carton 100, in the embodiment
shown in Figure 3 heat-shrunk layer 152 substantially
overlaps sides 102, 104, 106, 108, 110, and 112 and
corners 130, 132, and 134, and overlaps a portion of top
114 and at least a portion of bottom 116. Although other
types of heat-shrinkable layers may be used, in one em-
bodiment heat-shrinkable layer 152 is a sheet of material
or a sleeve of material. Additionally, although other ma-
terials may be used for layer 152, in one embodiment
layer 152 includes polyethylene, polypropylene, and/or
polyvinyl chloride.

[0021] Theheat-shrunklayer 152 may facilitate sealing
carton 100 to protect a product contained within carton
100 from tampering and to generally seal the cor-
ners/joints of carton 100 for containing the product within
carton 100 as well as protecting the product from con-
tamination. Heat-shrunk layer 152 can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. The tight fit of heat-
shrunk layer 152 may also facilitate maintaining a shape
of carton 100 for example, to facilitate displaying, stack-
ing and/or arranging carton 100 or a plurality thereof of
cartons, and/or maintaining a shape that facilitates other
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functionality such as carrying carton 100.

[0022] In one embodiment, top 114 (and/or one or
more sides 102, 104, 106, 108, 110, and 112) includes
a handle 156 extending outwardly therefrom for carrying
the assembly. Heat-shrunk layer 152 includes an open-
ing 158 therein adjacent handle 156 such that handle
156 extends through opening 158 allowing access to
handle 156 when heat-shrunk layer 152 overlaps a por-
tion of carton 100.

[0023] Inoneembodiment, carton 100 and/orlayer 152
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
ofthe product, and/or a seller ofthe product. Forexample,
printed text that indicates a product’'s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.
[0024] Heat-shrinkable layer 152 may also facilitate
forming of the carton, and more specifically moving
moveable sections 136, 138, 140, 142, 144, and 146 from
first position 148 to second position 150 to form packag-
ing assembly 154. As described above, cartons having
shapes that are more complex than conventional rectan-
gular cartons may be difficult and therefore costly to man-
ufacture.

[0025] However, in one embodiment heat-shrinkable
layer 152 is wrapped around carton 100 such that heat-
shrinkable layer 152 overlaps at least a portion of one or
more of movable sections 136, 138, 140, 142, 144, and
146. As layer 152 is heated and shrinks into contact with
movable sections 136, 138, 140, 142, 144, and 146, layer
152 moves movable sections 136, 138, 140, 142, 144,
and 146 from first position 148 (shown in Figure 2) to
second position 150 to form a shape of packaging as-
sembly 154. Heat-shrunk layer 152 then holds movable
sections 136, 138, 140, 142, 144, and 146 in second
position 150 as long as layer 152 remains substantially
wrapped around carton 100. In one embodiment wherein
movable sections 136, 138, 140, 142, 144, and 146 are
biased to first position 148, layer 152 moves the movable
sections to, and holds the movable section in, second
position 150 against the bias. By moving and holding
movable sections 136, 138, 140, 142, 144, and 146 into
second position 150, layer 152 facilitates forming a shape
of packaging assembly 154, and more specifically carton
100, that may be otherwise difficult and costly to form.
[0026] Although as described above a packaging as-
sembly may have any suitable size, shape, and/or con-
figuration (e.g., number of sides), Figures 4-7 illustrate
the formation of one embodiment of a packaging assem-
bly. Specifically, Figure 4 is a top plan view of one em-
bodiment of a blank of sheet material (designated in its
entirety by reference numeral 200). Figure 5 is a per-
spective view of one embodiment of a carton (designated
in its entirety by 266) formed from blank 200 shown in
Figure 4. Figure 6 is a perspective view of one embodi-
ment of a packaging assembly (designated in its entirety
by 312) including carton 266 shown in Figure 5. Figure
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7 is a perspective view of an alternative embodiment of
packaging assembly 312 shown in Figure 6.

[0027] Referring to Figure 4, blank 200 includes a suc-
cession of four side panels 202, 204, 206, and 208 that
are connected together by a plurality of preformed, gen-
erally parallel, fold lines 210, 212, and 214, respectively.
Specifically, each side panel 202, 204, 206, and 208 ex-
tends from an adjacent side panel along respective fold
lines 210, 212, and 214. A side panel flap 216 extends
from an end portion (generally designated by 218) of side
panel 208, or alternatively from an end portion (generally
designated by 220) of side panel 202, along a fold line
222 for facilitating securing end portions 218 and 220
together to form carton 266 (shown in Figure 5). Each
side panel 202, 204,206, and 208 extends a heightmeas-
ured between a bottom end 224 and a top end 226.
[0028] Side panel202 and side panel 206 each include
a top support panel 228 extending from top end 226
thereof along a fold line 230 and a bottom support panel
232 extending from bottom end 224 thereof along a fold
line 234. Additionally, side panel 204 and side panel 208
each include a top panel 236 extending from top end 226
thereof along a fold line 238 and a bottom panel 240
extending from bottom end 224 thereof along a fold line
242. In one embodiment, at least one of top panels 236
includes an extension 244 extending therefrom for inter-
connection with a slot 246 within the other top panel 236
for facilitating securing top panels 236 together to form
a top 276 (shown in Figure 5) of carton 266 (shown in
Figure 5). Similarly, in one embodiment (not shown), at
least one bottom panel 240 includes an extension ex-
tending therefrom for interconnection with a slot within
the other bottom panel 240 for facilitating securing bottom
panels 240 together to form a bottom 278 (shown in Fig-
ure 5) of carton 266 (shown in Figure 5). Of course, top
panels 236 and bottom panels 240 may include any suit-
able interconnection means in addition to, or alternatively
to, the extension/slot arrangement described above. Ac-
cordingly, top panels 236 and bottom panels 240 are not
limited to interconnection using an extension/slot ar-
rangement. For example, in one embodiment, adhesive
is applied to portions of top panels 236 and/or bottom
panels 240. In another embodiment, top panels 236
and/or bottom panels 240 interconnect using hook-and-
loop fasteners 248.

[0029] Side panels 202, 204, 206, and 208 each in-
clude an upper panel portion 250 and a lower panel por-
tion 252. Upper panel portions 250 each include an upper
panel extension 254 extending therefrom along a fold
line 256, and lower panel portions 252 each include a
lower panel extension 258 extending therefrom along a
foldline 260. Upper panel extensions 254 are each joined
to a corresponding lower panel extension 258 along a
central fold line 262. As can be seenin Figure 4, an open-
ing 264 is defined between adjacent pairs of joined upper
and lower panel extensions 254 and 258 to accommo-
date changing a cross-sectional area of carton 266 as
will be described below.
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[0030] As shown in Figure 5, a carton 266 can be
formed from blank 200 (shown in Figure 4) by folding
blank 200 about fold lines 210, 212, 214, 222, 230, 234,
238, and 242 (shown in Figure 4). In one embodiment,
an adhesive may be applied to portions of blank 200 to
secure carton 266 together. Generally, side panels 202,
204, 206, and 208 (shown in Figure 4) form four succes-
sive sides (generally designated by 268, 270, 272, and
274) of carton 266, top panels 236 (shown in Figure 4)
form a top (generally designated by 276) of carton 266,
and bottom panels 240 (shown in Figure 4) form a bottom
(generally designated by 278) of carton 266. Carton 266
extends a height 280 measured between top 276 and
bottom 278 of carton 266 along a central longitudinal axis
282 extending through carton 266. As can be seen in
Figure 5, in one embodiment, carton 266 includes a gen-
erally rectangular cross-sectional shape, for example, a
cross section taken along the plane 4-4 extending gen-
erally perpendicularly to central longitudinal axis 282. As
can also be seen in Figure 5, each side 268, 270, 272,
and 274 extends between top 276 and bottom 278 of
carton 266. More specifically, in one embodiment, each
side 268, 270, 272, and 274 extends from top 276 to
bottom 278. Any side 268, 270, 272, or 274 may be re-
ferred to herein as afirst, a second, a third, and/or a fourth
side.

[0031] Upper panel portions 250 and lower panel por-
tions 252 (shown in Figure 4) form upper portions 284
and lower portions 286, respectively, of each side 268,
270,272,and 274. Upper panel extensions 254 and lower
panel extensions 258 form upper extensions 288 and
lower extensions 290, respectively, of each side 268,
270, 272, and 274. A corner 292 is defined at an inter-
section between top 276 and each side 268, 270, 272,
and 274. Similarly, a corner 294 is defined at an inter-
section between bottom 278 and each side 268, 270,
272, and 274. Moreover, a corner 296 is defined at an
intersection between each adjacent side of sides 268,
270, 272, and 274.

[0032] Upper and lower extensions 288 and 290 each
form a movable section (generally designated by 298,
300, 302, and 304) of carton 266. As can be seen in
Figure 5, in one embodiment, each movable section 298,
300, 302, and 304 are located along central longitudinal
axis 282 at a generally equal distance from top 276. More
specifically, each central fold line 262 (shown in Figure
4) is located along central longitudinal axis 282 at a gen-
erally equal distance from top 276. Any movable section
298, 300, 302, or 304 may be referred to herein as a first,
a second, a third, and/or a fourth movable section.
[0033] Movable sections 298, 300, 302, and 304 are
each movable between a first position shown in Figure
5 (and generally designated by 306) and a second posi-
tion shown in Figure 6 (and generally designated by 308).
In one embodiment, movable sections 298, 300, 302,
and 304 are movable from first position 306 to second
position 308 by bending upper and lower extensions 288
and 290, respectively, along fold lines 256, fold lines 260,
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and central fold lines 262 to generally radially move cen-
tral fold lines 262 with respect to central longitudinal axis
282 of carton 266. Accordingly, and as can be seen in
Figures 5 and 6, movement between first and second
positions 306 and 308, respectively, varies, or changes,
a cross-sectional width of carton 266 defined between
two opposite sides of sides 268, 270, 272, and 274 along
the height of carton 266. In one embodiment, a cross-
sectional width defined between two opposite sides of
sides 268, 270, 272, and 274 and taken through movable
sections 298, 300, 302, and 304 (e.g., a cross section
taken along plane 5-5 in Figure 5) is generally greater in
first position 306 than in second position 308. More spe-
cifically, as can be seen in Figures 5 and 6, each central
fold line 262 is spaced a greater radial distance from cen-
tral longitudinal axis 282 in first position 306 than in sec-
ond position 308. In one embodiment, at least one of
movable sections 298, 300, 302, and 304 is biased in
first position 306. Although movable sections 298, 300,
302, and 304 may be biased in first position 306 using
any suitable mechanism, in one embodiment, a structure
of carton 266 biases movable sections 298, 300, 302,
and 304.

[0034] Once carton 266 has been formed, and either
before, simultaneously with, or after a product is placed
within carton 266, a heat-shrinkable layer (generally des-
ignated by 310) can be wrapped around at least a portion
of carton 266 and heat-shrunk to form a packaging as-
sembly, one embodiment of which is shown in Figure 6
and generally designated by 312. Specifically, in the em-
bodiment shown in Figure 6 heat-shrinkable layer 310 is
wrapped around sides 268, 270, 272, and 274, a portion
of which extends beyond top 276 and another portion of
which extends beyond bottom 278. Layer 310 is then
heated to shrink heat-shrinkable layer 310 into contact
with carton 266. Layer 310 shrinks to fit snuggly around
carton 266. Although heat-shrinkable layer 310 can over-
lap any portion of carton 266, in the embodiment shown
in Figure 6 heat-shrunk layer 310 substantially overlaps
sides 268, 270, 272, and 274 and corners 292, 294, and
296, and overlaps a portion of top 276 and at least a
portion of bottom 278. Figure 7 illustrates an alternative
embodiment of packaging assembly 312 wherein layer
310 does not overlap any portion of top 276 or bottom
278 of carton 266. Although other types of heat-shrink-
ablelayers may be used, in one embodiment heat-shrink-
able layer 310 is a sheet of material or a sleeve of ma-
terial. Additionally, although other materials may be used
for layer 310, in one embodiment layer 310 includes pol-
yethylene, polypropylene, and/or polyvinyl chloride.
[0035] Heat-shrunk layer 310 may facilitate sealing
carton 266 to protect a product contained within carton
266 from tampering and to generally seal the com-
ers/joints of carton 266 for containing the product within
carton 266 as well as protecting the product from con-
tamination. Heat-shrunk layer 310 can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. The tight fit of heat-
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shrunk layer 310 may also facilitate maintaining a shape
of carton 266 for example, to facilitate displaying, stack-
ing and/or arranging carton 266 or a plurality thereof of
cartons, and/or maintaining a shape that facilitates other
functionality such as carrying the carton 266.

[0036] In one embodiment, top 276 (and/or one or
more of sides 268, 270, 272, and 274) includes a handle
314 extending outwardly therefrom for carrying the as-
sembly. Heat-shrunk layer 310 includes an opening 316
therein adjacent handle 314 such that handle 314 ex-
tends through opening 316 allowing access to handle
314 when heat-shrunk layer 310 overlaps a portion of
carton 266.

[0037] Inoneembodiment, carton 266 and/orlayer 310
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
ofthe product, and/or a seller ofthe product. Forexample,
printed text that indicates a product’'s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.
[0038] Heat-shrinkable layer 310 may also facilitate
forming of the carton, and more specifically moving
moveable sections 298, 300, 302, and 304 from first po-
sition 306 to second position 308 to form packaging as-
sembly 312. As described above, cartons having shapes
that are more complex than conventional rectangular car-
tons may be difficult and therefore costly to manufacturer.
[0039] However, in one embodiment heat-shrinkable
layer 310 is wrapped around carton 266 such that heat-
shrinkable layer 310 overlaps at least a portion of one or
more of movable sections 298, 300, 302, and 304. As
layer 310 is heated and shrinks into contact with movable
sections 298, 300, 302, and 304, layer moves movable
sections 295, 300, 302, and 304 from first position 306
(shown in Figure 5) to second position 308 to form a
shape of packaging assembly 312. Heat-shrunk layer
310 then holds movable sections 298, 300, 302, and 304
in second position 308 as long as layer 310 remains sub-
stantially wrapped around carton 266. In one embodi-
ment wherein movable sections 298, 300, 302, and 304
are biased to the first position, layer 310 moves the mov-
able sections to, and holds the movable section in, sec-
ond position 308 against the bias. By moving and holding
movable sections 298, 300, 302, and 304 into second
position 308, layer 310 facilitates forming a shape of
packaging assembly 312, and more specifically carton
266, that may be otherwise difficult and costly to form.
[0040] Although as described above a packaging as-
sembly may have any suitable size, shape, and/or con-
figuration (e.g., number of sides), Figures 8-11 illustrate
the formation of one embodiment of a packaging assem-
bly. Specifically, Figure 8 is a top plan view of one em-
bodiment of a blank of sheet material (designated in its
entirety by reference numeral 318). Figure 9 is a per-
spective view of one embodiment of a carton (designated
in its entirety by 380) formed from blank 318 shown in
Figure 8. Figure 10 is a perspective view of one embod-
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iment of a packaging assembly (designated in its entirety
by 422) including carton 380 shown in Figure 9. Figure
11 is a perspective view of an alternative embodiment of
packaging assembly 422 shown in Figure 10.

[0041] Referring to Figure 8, blank 318 includes a suc-
cession of four side panels 320, 322, 324, and 326 that
are connected together by a plurality of preformed, gen-
erally parallel, fold lines 328, 330, and 332, respectively.
Specifically, each side panel 320, 322, 324, and 326 ex-
tends from an adjacent one of the side panels along re-
spective fold lines 328, 330, and 332. A side panel flap
334 extends from an end portion (generally designated
by 336) of side panel 320, or alternatively from an end
portion (generally designated by 338) of side panel 326,
along a fold line 339 for facilitating securing end portions
336 and 338 together to form carton 380 (shown in Figure
9). Each side panel 320, 322, 324, and 326 extends a
height measured between a bottom end 340 and a top
end 342.

[0042] Side panel 322 and side panel 326 each include
a top support panel 344 extending from top end 342
thereof along a fold line 346 and a bottom support panel
348 extending from bottom end 340 thereof along a fold
line 350. Additionally, side panel 320 and side panel 324
each include a top panel 352 extending from top end 342
thereof along a fold line 354 and a bottom panel 356
extending from bottom end 340 thereof along a fold line
358. In one embodiment, at least one of top panels 352
includes an extension 360 extending therefrom for inter-
connection with a slot 362 within other top panel 352 for
facilitating securing top panels 352 together to form a top
390 (shown in Figure 9) of carton 380 (shown in Figure
9). Similarly, in one embodiment (not shown), at least
one of bottom panels 356 includes an extension extend-
ing therefrom for interconnection with a slot within the
other bottom panel 356 for facilitating securing bottom
panels 356 together to form a bottom 392 (shown in Fig-
ure 9) of carton 380 (shown in Figure 9). Of course, top
panels 352 and bottom panels 356 may include any suit-
able interconnection means in addition to, or alternatively
to, the extension/slot arrangement described above. Ac-
cordingly, top and bottom panels 352 and 356, respec-
tively, are not limited to interconnection using an exten-
sion/slot arrangement. For example, in one embodiment,
adhesive is applied to portions of top and bottom panels
352 and 356, respectively. In another embodiment, at
least one of top panels 352 and bottom panels 356 inter-
connect using hook-and-loop fasteners 364.

[0043] Side panels 322 and 326 each include an upper
panel portion 366, a lower panel portion 368, and an in-
termediate panel portion 370. Upper panel portions 366
each include an upper panel extension 372 extending
therefrom along a fold line 374, and lower panel portions
368 each include a lower panel extension 376 extending
therefrom along a fold line 378.

[0044] As shown in Figure 9, a carton 380 can be
formed from blank 318 (shown in Figure 8) by folding
blank 318 about fold lines 328, 330, 332, 339 350, 346,
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350, 354, and 358 (shown in Figure 8). In one embodi-
ment, an adhesive may be applied to portions of blank
318to secure carton 380 together. Generally, side panels
320, 322, 324, and 326 (shown in Figure 8) form four
successive sides (generally designated by 382, 384, 386,
and 388) of carton 380, top panels 352 (shown in Figure
8) form a top (generally designated by 390) of carton 380,
and bottom panels 356 (shown in Figure 8) form a bottom
(generally designated by 392) of carton 380. Carton 380
extends a height 394 measured between top 390 and
bottom 392 of carton 380 along a central longitudinal axis
396 extending through carton 380. As can be seen in
Figure 9, in one embodiment, carton 380 includes a gen-
erally rectangular cross-sectional shape, for example, a
cross section taken along the plane 6-6 extending gen-
erally perpendicularly to central longitudinal axis 396. As
can also be seen in Figure 9, each side 382, 384, 386,
and 388 extends between top 390 and bottom 392 of
carton 380. More specifically, in one embodiment, each
side 382, 384, 386, and 388 extends from top 390 to
bottom 392. Any side 382, 384, 386, or 388 may be re-
ferred to herein as afirst, a second, a third, and/or a fourth
side.

[0045] Upper panel portions 366 and lower panel por-
tions 368 (shown in Figure 8) form upper portions 398
and lower portions 400, respectively, of each side 388
and 384. Upper panel extensions 372 and lower panel
extensions 376 form upper extensions 402 and lower ex-
tensions 404, respectively, of each side 388 and 384. A
corner 406 is defined at an intersection between top 390
and each side 382, 384, 386, and 388. Similarly, a corner
408 is defined at an intersection between bottom 392 and
each side 382, 384, 386, and 388. Moreover, a corner
410 is defined at an intersection between each adjacent
side of sides 382, 384, 386, and 388.

[0046] Upper and lower extensions 402 and 404 each
form a movable section (generally designated by 412 and
414) of carton 380. Any movable section 412 or 414 may
be referred to herein as a first, a second, a third, and/or
afourth movable section. Movable sections 412 and 414
are each movable between a first position shown in Fig-
ure 9 (and generally designated by 416) and a second
position shown in Figure 10 (and generally designated
by 418). In one embodiment, movable sections 412 and
414 are movable from first position 416 to second position
418 by bending upper and lower extensions 402 and 404,
respectively, along fold lines 374 and fold lines 378 gen-
erally toward central longitudinal axis 396 of carton 380
and such that extensions 402 and 404 are obliquely an-
gled with respect to corresponding side 384, 388. Ac-
cordingly, and as can be seen in Figures 9 and 10, move-
ment between first and second positions 416 and 418,
respectively, varies, or changes, a cross-sectional width
of carton 380 defined between two opposite sides of sides
384 and 388 along the height of carton 380. In one em-
bodiment, a cross-sectional width defined between two
opposite sides 384 and 388 and generally adjacent mov-
able sections 412 and 414 (e.g., a cross section taken
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along plane 7-7 in Figure 9) is generally greater in first
position 416 than in second position 418. In one embod-
iment, at least one of movable sections 412 and 414 is
biased in first position 416. Although movable sections
412 and 414 may be biased in first position 416 using
any suitable mechanism, in one embodiment, a structure
of carton 380 biases movable sections 412 and 414.
[0047] Once carton 380 has been formed, and either
before, simultaneously with, or after a product is placed
within carton 380, a heat-shrinkable layer (generally des-
ignated by 420) can be wrapped around at least a portion
of carton 380 and heat-shrunk to form a packaging as-
sembly, one embodiment of which is shown in Figure 10
and generally designated by 422. Specifically, in the em-
bodiment shown in Figure 10 heat-shrinkable layer 420
is wrapped around sides 382, 384, 386, and 388, a por-
tion of which extends beyond top 390 and another portion
of which extends beyond bottom 392. Layer 420 is then
heated to shrink the heat-shrinkable layer into contact
with carton 380. Layer 420 shrinks to fit snuggly around
carton 380. Although heat-shrinkable layer 420 can over-
lap any portion of carton 380, in the embodiment shown
in Figure 10 heat-shrunk layer 420 substantially overlaps
sides 382, 384, 386, and 388 and corners 406, 408, and
410, and overlaps a portion of top 390 and at least a
portion of bottom 392. Figure 11 illustrates an alternative
embodiment of packaging assembly 422 wherein layer
420 does not overlap any portion of top 390 or bottom
392 of carton 380. Although other types of heat-shrink-
able layers may be used, in one embodiment heat-shrink-
able layer 420 is a sheet of material or a sleeve of ma-
terial. Additionally, although other materials may be used
for layer 420, in one embodiment layer 420 includes pol-
yethylene, polypropylene, and/or polyvinyl chloride.
[0048] Heat-shrunk layer 420 may facilitate sealing
carton 380 to protect a product contained within the car-
ton from tampering and to generally seal the com-
ers/joints of carton 380 for containing the product within
carton 380 as well as protecting the product from con-
tamination. Heat-shrunk layer 420 can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. The tight fit of heat-
shrunk layer 420 may also facilitate maintaining a shape
of carton 380 for example, to facilitate displaying, stack-
ing and/or arranging carton 380 or a plurality thereof of
cartons, and/or maintaining a shape that facilitates other
functionality such as carrying the carton.

[0049] In one embodiment, top 390 (and/or one or
more of sides 382, 384, 386, and 388) includes a handle
424 extending outwardly therefrom for carrying assem-
bly. Heat-shrunk layer 420 includes an opening 426
therein adjacent handle 424 such that handle 424 ex-
tends through opening 426 allowing access to handle
424 when heat-shrunk layer 420 overlaps a portion of
carton 380.

[0050] Inone embodiment, carton 380 and/orlayer420
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
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ofthe product, and/or a seller ofthe product. For example,
printed text that indicates a product’'s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.
[0051] Heat-shrinkable layer 420 may also facilitate
forming of the carton, and more specifically moving
moveable sections 412 and 414 from first position 416
to second position 418 to form packaging’ assembly 422.
As described above, cartons having shapes that are
more complex than conventional rectangular cartons
may be difficult and therefore costly to manufacture.
[0052] However, in one embodiment heat-shrinkable
layer 420 is wrapped around carton 380 such that heat-
shrinkable layer 420 overlaps at least a portion of one or
more of movable sections 412 and 414. As layer 420 is
heated and shrinks into contact with movable sections
412 and 414, layer moves movable sections 412 and 414
from first position 416 (shown in Figure 9) to second po-
sition 418 to form a shape of packaging assembly 422.
Heat-shrunk layer 420 then holds movable sections 412
and 414 in second position 418 as long as layer 420
remains substantially wrapped around carton 380. In one
embodiment wherein movable sections 412 and 414 are
biased to the first position, layer 420 moves the movable
sections to, and holds the movable section in, second
position 418 against the bias. By moving and holding
movable sections 412 and 414 into second position 418,
layer 420 facilitates forming a shape of packaging as-
sembly 422, and more specifically carton 380, that may
be otherwise difficult and costly to form.

[0053] Although as described above a packaging as-
sembly may have any suitable size, shape, and/or con-
figuration (e.g., number of sides), Figures 12-15 illustrate
the formation of one embodiment of a packaging assem-
bly. Specifically, Figure 12 is a top plan view of one em-
bodiment of a blank of sheet material (designated in its
entirety by reference numeral 428). Figure 13 is a per-
spective view of one embodiment of a carton (designated
in its entirety by 490) formed from blank 428 shown in
Figure 12. Figure 14 is a perspective view of one embod-
iment of a packaging assembly (designated in its entirety
by 534) including carton 490 shown in Figure 13. Figure
15 is a perspective view of an alternative embodiment of
packaging assembly 534 shown in Figure 14.

[0054] Referring to Figure 12, blank 428 includes a
succession of four side panels 430, 432, 434, and 436
that are connected together by a plurality of preformed,
generally parallel, fold lines 438, 440, and 442, respec-
tively. Specifically, each side panel 430, 432, 434, and
436 extends from an adjacent one of side panels along
respective fold lines 438, 440, and 442. A side panel flap
444 extends from an end portion (generally designated
by 446) of side panel 430, or alternatively from an end
portion (generally designated by 448) of side panel 436,
along a fold line 450 for facilitating securing end portions
446 and 448 together to form carton 490 (shown in Figure
13). Each side panel 430, 432, 434, and 436 extends a
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height measured between a bottom end 452 and a top
end 454.

[0055] Side panel432and side panel 436 eachinclude
a top support panel 456 extending from top end 454
thereof along a fold line 458 and a bottom support panel
460 extending from bottom end 452 thereof along a fold
line 462. Additionally, side panel 430 and side panel 434
each include a top panel 464 extending from top end 454
thereof along a fold line 466 and a bottom panel 468
extending from bottom end 452 thereof along a fold line
470. In one embodiment, at least one of top panels 464
includes an extension 472 extending therefrom for inter-
connection with a slot 474 within the other top panel 464
for facilitating securing top panels 464 together to form
a top 500 (shown in Figure 13) of carton 490 (shown in
Figure 13). Similarly, in one embodiment (not shown), at
least one of bottom panels 468 includes an extension
extending therefrom for interconnection with a slot within
the other bottom panel 468 for facilitating securing bottom
panels 468 together to form a bottom 502 (shown in Fig-
ure 13) of carton 490 (shown in Figure 13). Of course,
top panels 464 and bottom panels 468 may include any
suitable interconnection means in addition to, or alterna-
tively to, extension/slot arrangement described above.
Accordingly, top and bottom panels 464 and 468, respec-
tively, are not limited to interconnection using an exten-
sion/slot arrangement. For example, in one embodiment,
adhesive is applied to portions of top and bottom panels
464 and 468, respectively. In another embodiment, at
least one of top panels 464 and bottom panels 468 inter-
connect using hook-and-loop fasteners 476.

[0056] Side panels 432 and 436 each include an upper
panel portion 478 and a lower panel portion 480. Upper
panel portions 478 each include an upper panel exten-
sion 482 extending therefrom along a fold line 484, and
lower panel portions 480 each include a lower panel ex-
tension 486 extending therefrom along a fold line 488.
[0057] As shown in Figure 13, a carton 490 can be
formed from blank 428 (shown in Figure 12) by folding
blank 428 about fold lines 438, 440, 442, 462, 458, 462,
466, and 470 (shown in Figure 12). In one embodiment,
an adhesive may be applied to portions of blank 428 to
secure carton 490 together. Generally, side panels 430,
432, 434, and 436 (shown in Figure 12) form four suc-
cessive sides (generally designated by 492, 494, 496,
and 498) of carton 490, top panels 464 (shown in Figure
12) form a top (generally designated by 500) of carton
490, and bottom panels 468 (shown in Figure 12) form
a bottom (generally designated by 502) of carton 490.
Carton 490 extends a height 504 measured between top
500 and bottom 502 of carton 490 along a central longi-
tudinal axis 506 extending through carton 490. As can
be seen in Figure 13, in one embodiment, carton 490
includes a generally rectangular cross-sectional shape,
for example, a cross section taken along the plane 8-8
extending generally perpendicularly to central longitudi-
nal axis 506. As can also be seenin Figure 13, each side
492, 494, 496, and 498 extends between top 500 and
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bottom 502 of carton 490. More specifically, in one em-
bodiment, each side 492, 494,496, and 498 extends from
top 500 to bottom 502. Any side 492, 494, 496, or 498
may be referred to herein as a first, a second, a third,
and/or a fourth side.

[0058] Upper panel portions 478 and lower panel por-
tions 480 (shown in Figure 12) form upper portions 508
and lower portions 510, respectively, of each side 498
and 494. Upper panel extensions 482 and lower panel
extensions 486 form upper extensions 512 and lower ex-
tensions 514, respectively, of each side 498 and 494. A
corner 516 is defined at an intersection between top 500
and each side 492, 494, 496, and 498. Similarly, a corner
518is defined at an intersection between bottom 502 and
each side 492, 494, 496, and 498. Moreover, a corner
520 is defined at an intersection between each adjacent
side of sides 492, 494, 496, and 498.

[0059] Upper and lower extensions 512 and 514 each
form a movable section (generally designated by 522 and
524) of carton 490. Any movable section 522 or 524 may
be referred to herein as a first, a second, a third, and/or
afourth movable section. Movable sections 522 and 524
are each movable between a first position shown in Fig-
ure 13 (and generally designated by 526) and a second
position shown in Figure 14 (and generally designated
by 528). In one embodiment, movable sections 522 and
524 are movable from first position 526 to second position
528 by bending upper and lower extensions 512 and 514,
respectively, along fold lines 484 and fold lines 488 gen-
erally toward central longitudinal axis 506 of carton 490
such that extensions 512 and 514 are obliquely angled
with respectto corresponding side 494, 498. Accordingly,
and as can be seen in Figures 13 and 14, movement
between firstand second positions 526 and 528, respec-
tively, varies, or changes, a cross-sectional width of car-
ton 490 defined between two opposite sides of sides 494
and 498 along the height of carton 490. In one embodi-
ment, opposite sides 494 and 498 each include a curved
edge 530 to accommodate the changing cross-sectional
width. Curved edge 530 extends only a portion of height
504 of carton 490, although alternatively it may extend
from top 500 to bottom 502. In one embodiment, a cross-
sectional width defined between two opposite sides 494
and 498 and generally adjacent movable sections 522
and 524 (e.g., a cross section taken along plane 9-9 in
Figure 13) is generally greater in first position 526 than
in second position 528. In one embodiment, at least one
of movable sections 522 and 524 is biased in first position
526. Although movable sections 522 and 524 may be
biased infirst position 526 using any suitable mechanism,
inone embodiment, a structure of carton 490 biases mov-
able sections 522 and 524.

[0060] Once carton 490 has been formed, and either
before, simultaneously with, or after a product is placed
within carton 490, a heat-shrinkable layer (generally des-
ignated by 532) can be wrapped around at least a portion
of carton 490 and heat-shrunk to form a packaging as-
sembly, one embodiment of which is shown in Figure 14
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and generally designated by 534. Specifically, in the em-
bodiment shown in Figure 14 heat-shrinkable layer 532
is wrapped around sides 492, 494, 496, and 498, a por-
tion of which extends beyond top 500 and another portion
of which extends beyond bottom 502. Layer 532 is then
heated to shrink the heat-shrinkable layer into contact
with carton 490. Layer 532 shrinks to fit snuggly around
carton 490. Although heat-shrinkable layer 532 can over-
lap any portion of carton 490, in the embodiment shown
in Figure 14 heat-shrunk layer 532 substantially overlaps
sides 492, 494, 496, and 498 and corners 516, 518, and
520, and overlaps a portion of top 500 and at least a
portion of bottom 502. Figure 15 illustrates an alternative
embodiment of packaging assembly 534 wherein layer
532 does not overlap any portion of top 500 or bottom
502 of carton 490. Although other types of heat-shrink-
able layers may be used, in one embodiment heat-shrink-
able layer 532 is a sheet of material or a sleeve of ma-
terial. Additionally, although other materials may be used
for layer 532, in one embodiment layer 532 includes pol-
yethylene, polypropylene, and/or polyvinyl chloride.
[0061] Heat-shrunk layer 532 may facilitate sealing
carton 490 to protect a product contained within the car-
ton from tampering and to generally seal the com-
ers/joints of carton 490 for containing the product within
carton 490 as well as protecting the product from con-
tamination. Heat-shrunk layer 532 can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. The tight fit of heat-
shrunk layer 532 may also facilitate maintaining a shape
of carton 490 for example, to facilitate displaying, stack-
ing and/or arranging carton 490 or a plurality thereof of
cartons, and/or maintaining a shape that facilitates other
functionality such as carrying the carton.

[0062] In one embodiment, top 500 (and/or one or
more of sides 492, 494, 496, and 498) includes a handle
536 extending outwardly therefrom for carrying the as-
sembly. Heat-shrunk layer 532 includes an opening 538
therein adjacent handle 536 such that handle 536 ex-
tends through opening 538 allowing access to the handle
when heat-shrunk layer 532 overlaps a portion of carton
490.

[0063] Inoneembodiment, carton490 and/orlayer 532
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
ofthe product, and/or a seller of the product. Forexample,
printed text that indicates a product’s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.
[0064] Heat-shrinkable layer 532 may also facilitate
forming of the carton, and more specifically moving
moveable sections 522 and 524 from first position 526
to second position 528 to form packaging assembly 534.
As described above, cartons having shapes that are
more complex than conventional rectangular cartons
may be difficult and therefore costly to manufacture.
[0065] However, in one embodiment heat-shrinkable
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layer 532 is wrapped around carton 490 such that heat-
shrinkable layer 532 overlaps at least a portion of one or
more of movable sections 522 and 524. As layer 532 is
heated and shrinks into contact with movable sections
522 and 524, layer moves movable sections 522 and 524
from first position 526 (shown in Figure 13) to second
position 528 to form a shape of packaging assembly 534.
Heat-shrunk layer 532 then holds movable sections 522
and 524 in second position 528 as long as layer 532
remains substantially wrapped around carton 490. In one
embodiment wherein movable sections 522 and 524 are
biased to the first position, layer 532 moves the movable
sections to, and holds the movable section in, second
position 528 against the bias. By moving and holding
movable sections 522 and 524 into second position 528,
layer 532 facilitates forming a shape of packaging as-
sembly 534, and more specifically carton 490, that may
be otherwise difficult and costly to form.

[0066] Although as described above a packaging as-
sembly may have any suitable size, shape, and/or con-
figuration (e.g., number of sides), Figures 16-19 illustrate
the formation of one embodiment of a packaging assem-
bly. Specifically, Figure 16 is a top plan view of one em-
bodiment of a blank of sheet material (designated in its
entirety by reference numeral 540). Figure 17 is a per-
spective view of one embodiment of a carton (designated
in its entirety by 600) formed from blank 540 shown in
Figure 16. Figure 18 is a perspective view of one embod-
iment of a packaging assembly (designated in its entirety
by 644) including carton 600 shown in Figure 17. Figure
19 is a perspective view of an alternative embodiment of
packaging assembly 644 shown in Figure 18.

[0067] Referring to Figure 16, blank 540 includes a
succession of four side panels 542, 544, 546, and 548
that are connected together by a plurality of preformed,
generally parallel, fold lines 550, 552, and 554, respec-
tively. Specifically, each side panel 542, 544, 546, and
548 extends from an adjacent one of the side panels
along respective fold lines 550, 552, and 554. A side pan-
el flap 556 extends from an end portion (generally des-
ignated by 558) of side panel 542, or alternatively from
an end portion (generally designated by 560) of side pan-
el 548, along a fold line 562 for facilitating securing end
portions 558 and 560 together to form carton 600 (shown
in Figure 17). Each side panel 542, 544, 546, and 548
extends a height measured between a bottom end 564
and a top end 566.

[0068] Side panel 544 and side panel 548 eachinclude
a top support panel 568 extending from top end 566
thereof along a fold line 570 and a bottom support panel
572 extending from bottom end 564 thereof along a fold
line 574. Additionally, side panel 542 and side panel 546
each include a top panel 576 extending from top end 566
thereof along a fold line 578 and a bottom panel 580
extending from bottom end 564 thereof along a fold line
582. In one embodiment, at least one of top panels 576
includes an extension 584 extending therefrom for inter-
connection with a slot 586 within other top panel 576 for
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facilitating securing top panels 576 together to form a top
610 (shown in Figure 17) of carton 600 (shown in Figure
17). Similarly, in one embodiment (not shown), at least
one of bottom panels 580 includes an extension extend-
ing therefrom for interconnection with a slot within the
other bottom panel 580 for facilitating securing bottom
panels 580 together to form a bottom 612 (shown in Fig-
ure 17) of carton 600 (shown in Figure 17). Of course,
top panels 576 and bottom panels 580 may include any
suitable interconnection means in addition to, or alterna-
tively to, extension/slot arrangement described above.
Accordingly, top and bottom panels 576 and 580, respec-
tively, are not limited to interconnection using an exten-
sion/slot arrangement. For example, in one embodiment,
adhesive is applied to portions of top and bottom panels
576 and 580, respectively. In another embodiment, at
least one of top panels 576 and bottom panels 580 inter-
connect using hook-and-loop fasteners 588.

[0069] Side panels 542, 544, 546, and 548 each in-
clude an upper panel portion 590, a lower panel portion
592, and an intermediate panel portion 594. Intermediate
panel portions 594 each extend from upper panel por-
tions 590 along a fold line 596 to lower panel portions
592 along a fold line 598. Side panels 542, 544, 546, and
548 also each includes curved edges 597.

[0070] As shown in Figure 17, a carton 600 can be
formed from blank 540 (shown in Figure 16) by folding
blank 540 about fold lines 550, 552, 554, 562, 570, 574,
578, and 582 (shown in Figure 16). In one embodiment,
an adhesive may be applied to portions of blank 540 to
secure carton 600 together. Generally, side panels 542,
544, 546, and 548 (shown in Figure 16) form four suc-
cessive sides (generally designated by 602, 604, 606,
and 608) of carton 600, top panels 576 (shown in Figure
16) form a top (generally designated by 610) of carton
600, and bottom panels 580 (shown in Figure 16) form
a bottom (generally designated by 612) of carton 600.
Carton 600 extends a height 614 measured between top
610 and bottom 612 of carton 600 along a central longi-
tudinal axis 616 extending through carton 600. As can
be seen in Figure 17, in one embodiment, carton 600
includes a generally rectangular cross-sectional shape,
for example, a cross section taken along the plane 10-10
extending generally perpendicularly to central longitudi-
nal axis 616. As can also be seenin Figure 17, each side
602, 604, 606, and 608 extends between top 610 and
bottom 612 of carton 600. More specifically, in one em-
bodiment, each side 602,604, 606, and 608 extends from
top 610 to bottom 612. Any side 602, 604, 606, or 608
may be referred to herein as a first, a second, a third,
and/or a fourth side.

[0071] Upper panel portions 590, lower panel portions
592, and intermediate panel portions 594 (shown in Fig-
ure 12) form upper portions 618, lower portions 620, and
intermediate portions 622, respectively, of each side 602,
604, 606, and 608. A corner 624 is defined at an inter-
section between top 610 and each side 602, 604, 606,
and 608. Similarly, a corner 626 is defined at an inter-
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section between bottom 612 and each side 602, 604,
606, and 608. Moreover, a corner 628 is defined at an
intersection between each adjacent side of sides 602,
604, 606, and 608. Additionally, as discussed above,
sides 602, 604, 606, and 608 each include curved edges
597. In one embodiment, curved edges 597 extend only
a portion of the height of carton 600, although alterna-
tively curved edges 597 extend from top 610 to bottom
612 of carton 600.

[0072] Sides 602,604,606, and 608 each form a mov-
able section (generally designated by 630, 632, 634, and
636, respectively) of carton 600. Any movable sections
630, 632, 634, or 636 may be referred to herein as afirst,
a second, a third, and/or a fourth movable section. Mov-
able sections 630, 632, 634, and 636 are each movable
between afirst position shown in Figure 17 (and generally
designated by 638) and a second position shown in Fig-
ure 18 (and generally designated by 640). In one embod-
iment, movable sections 630, 632, 634, and 636 are mov-
able from first position 638 to second position 640 by
bending them along fold lines 596 and 598 (shown in
Figure 16). Accordingly, and as can be seen in Figures
17 and 18, movement between first and second positions
638 and 640, respectively, varies, or changes, a cross-
sectional width of carton 600 defined between two oppo-
site sides of sides 604 and 608 along the height of carton
600. Additionally, because of curved edges 597, move-
ment from first position 638 to second position 640 curves
(or increases a curvature of) sides 602, 604, 606, and/or
608 such that sides 602, 604, 606, and 608 each include
a curved surface. In one embodiment, only a portion of
sides 602, 604, 606, and/or 608 are curved in second
position 640 as shown in Figure 18. Alternatively, in an-
other embodiment, sides 602, 604, 606, and/or 608 are
curved from top 610 to bottom 612 of carton 600.
[0073] Inone embodiment, a cross-sectional width de-
fined between two opposite sides of sides 602, 604, 606,
and 608 and generally adjacent movable sections 630,
632,634,and 636 (e.g., a cross section taken along plane
11-11 in Figure 17) is generally greater in first position
638 than in second position 640. In one embodiment, at
least one of movable sections 630, 632, 634, and 636 is
biased in first position 638. Although movable sections
630, 632, 634, and 636 may be biased in first position
638 using any suitable mechanism, in one embodiment,
a structure of carton 600 biases movable sections 630,
632, 634, and 636.

[0074] Once carton 600 has been formed, and either
before, simultaneously with, or after a product is placed
within carton 600, a heat-shrinkable layer (generally des-
ignated by 642) can be wrapped around at least a portion
of carton 600 and heat-shrunk to form a packaging as-
sembly, one embodiment of which is shown in Figure 18
and generally designated by 644. Specifically, in the em-
bodiment shown in Figure 18 heat-shrinkable layer 642
is wrapped around sides 602, 604, 606, and 608, a por-
tion of which extends beyond top 610 and another portion
of which extends beyond bottom 612. Layer 642 is then
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heated to shrink the heat-shrinkable layer into contact
with carton 600. Layer 642 shrinks to fit snuggly around
carton 600. Although heat-shrinkable layer 642 can over-
lap any portion of carton 600, in the embodiment shown
in Figure 18 heat-shrunk layer 642 substantially overlaps
sides 602, 604, 606, and 608 and corners 624, 626, and
628, and overlaps a portion of top 610 and at least a
portion of bottom 612. Figure 19 illustrates an alternative
embodiment of packaging assembly 644 wherein layer
642 does not overlap any portion of top 610 or bottom
612 of carton 600. Although other types of heat-shrink-
able layers may be used, in one embodiment heat-shrink-
able layer 642 is a sheet of material or a sleeve of ma-
terial. Additionally, although other materials may be used
for layer 642, in one embodiment layer 642 includes pol-
yethylene, polypropylene, and/or polyvinyl chloride.
[0075] Heat-shrunk layer 642 may facilitate sealing
carton 600 to protect a product contained within the car-
ton from tampering and to generally seal the com-
ers/joints of carton 600 for containing the product within
carton 600 as well as protecting the product from con-
tamination. Heat-shrunk layer 642 can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. The tight fit of heat-
shrunk layer 642 may also facilitate maintaining a shape
of carton 600 for example, to facilitate displaying, stack-
ing and/or arranging carton 600 or a plurality thereof of
cartons, and/or maintaining a shape that facilitates other
functionality such as carrying the carton.

[0076] In one embodiment, top 610 (and/or one or
more sides 602, 604, 606, and 608) includes a handle
646 extending outwardly therefrom for carrying the as-
sembly. Heat-shrunk layer 642 includes an opening 648
therein adjacent handle 646 such that handle 646 ex-
tends through opening 648 allowing access to handle
646 when heat-shrunk layer 642 overlaps a portion of
carton 600.

[0077] Inone embodiment, carton 600 and/orlayer 642
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
ofthe product, and/or a seller of the product. Forexample,
printed text that indicates a product’s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.
[0078] Heat-shrinkable layer 642 may also facilitate
forming of the carton, and more specifically moving
moveable sections 630, 632, 634, and 636 from first po-
sition 638 to second position 640 to form packaging as-
sembly 644. As described above, cartons having shapes
that are more complex than conventional rectangular car-
tons may be difficult and therefore costly to manufacture.
[0079] However, in one embodiment heat-shrinkable
layer 642 is wrapped around carton 600 such that heat-
shrinkable layer 642 overlaps at least a portion of one or
more of movable sections 630, 632, 634, and 636. As
layer 642 is heated and shrinks into contact with movable
sections 630, 632, 634, and 636, layer 642 moves mov-
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able sections 630, 632, 634, and 636 from first position
638 (shown in Figure 17) to second position 640 to form
a shape of packaging assembly 644. Heat-shrunk layer
642 then holds movable sections 630, 632, 634, and 636
in second position 640 as long as layer 642 remains sub-
stantially wrapped around carton 600. In one embodi-
ment wherein movable sections 630, 632, 634, and 636
are biased to the first position, layer 642 moves the mov-
able sections to, and holds the movable section in, sec-
ond position 640 against the bias. By moving and holding
movable sections 630, 632, 634, and 636 into second
position 640, layer 642 facilitates forming a shape of
packaging assembly 644, and more specifically carton
600, that may be otherwise difficult and costly to form.
[0080] Although as described above a packaging as-
sembly may have any suitable size, shape, and/or con-
figuration (e.g., number of sides), Figures 20-23 illustrate
the formation of one embodiment of a packaging assem-
bly. Specifically, Figure 20 is a top plan view of one em-
bodiment of a blank of sheet material (designated in its
entirety by reference numeral 670). Figure 21 is a per-
spective view of one embodiment of a carton (designated
in its entirety by 740) formed from blank 670 shown in
Figure 20. Figure 22 is a perspective view of one embod-
iment of a packaging assembly (designated in its entirety
by 790) including carton 740 shown in Figure 21. Figure
23 is a perspective view of an alternative embodiment of
packaging assembly 790 shown in Figure 22.

[0081] Referring to Figure 20, blank 670 includes a
succession of four side panels 672, 674, 676, and 678
that are connected together by a plurality of preformed,
generally parallel, fold lines 680, 682, and 684, respec-
tively. Specifically, each side panel 672, 674, 676, and
678 extends from an adjacent one of the side panels
along respective fold lines 680, 682, and 684. A side pan-
el flap 686 extends from an end portion (generally des-
ignated by 688) of side panel 672, or alternatively from
an end portion (generally designated by 690) of side pan-
el 678, along a fold line 692 for facilitating securing end
portions 688 and 690 together to form carton 740 (shown
in Figure 21). Each side panel 672, 674, 676, and 678
extends a height measured between a bottom end 694
and a top end 696.

[0082] Side panel 674 and side panel 678 eachinclude
a top support panel 698 extending from top end 696
thereof along a fold line 700 and a bottom support panel
702 extending from bottom end 694 thereof along a fold
line 704. Additionally, side panel 672 and side panel 676
each include a top panel 706 extending from top end 696
thereof along a fold line 708 and a bottom panel 710
extending from bottom end 694 thereof along a fold line
712. In one embodiment, at least one of top panels 706
includes an extension 714 extending therefrom for inter-
connection with a slot 716 within the other top panel 706
for facilitating securing top panels 706 together to form
a top 750 (shown in Figure 21) of carton 740 (shown in
Figure 21). Similarly, in one embodiment (not shown), at
least one of bottom panels 710 includes an extension
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extending therefrom for interconnection with a slot within
the other bottom panel 710 for facilitating securing bottom
panels 710 together to form a bottom 752 (shown in Fig-
ure 21) of carton 740 (shown in Figure 21). Of course,
top panels 706 and bottom panels 710 may include any
suitable interconnection means in addition to, or alterna-
tively to, extension/slot arrangement described above.
Accordingly, top and bottom panels 706 and 710, respec-
tively, are not limited to interconnection using an exten-
sion/slot arrangement. For example, in one embodiment,
adhesive is applied to portions of top and bottom panels
706 and 710, respectively. In another embodiment, at
least one of top panels 706 and bottom panels 710 inter-
connect using hook-and-loop fasteners 718.

[0083] Side panels 674 and 678 each include an ex-
tension panel 720 and 722, respectively, extending there-
from along a fold line 724, 726, respectively. Side panel
676 also includes an extension panel 728 extending
therefrom along a fold line 730 and an opposite extension
panel 732 extending along a fold line 734. In one embod-
iment, fold lines 724, 726, 730, and/or 734 are curved.
Moreover, in one embodiment extension panel 720, 722,
728, and/or 732 includes a curved edge 736. Any exten-
sionpanel 720,722,728, or 732 may be referred to herein
as a first, second, third, and/or fourth extension. Addi-
tionally, as can be seen in Figure 20, a plurality of open-
ings 738 are formed between adjacent panels of exten-
sion panels 720, 722, 728, and 732.

[0084] As shown in Figure 21, a carton 740 can be
formed from blank 670 (shown in Figure 20) by folding
blank 670 about fold lines 680, 682, 684, 692, 700, 704,
708, and 712 (shown in Figure 20). In one embodiment,
an adhesive may be applied to portions of blank 670 to
secure carton 740 together. Generally, side panels 672,
674, 676, and 678 (shown in Figure 20) form four suc-
cessive sides (generally designated by 742, 744, 746,
and 748) of carton 740, top panels 706 (shown in Figure
20) form a top (generally designated by 750) of carton
740, and bottom panels 710 (shown in Figure 20) form
a bottom (generally designated by 752) of carton 740.
Extension panels 720, 722, 728, and 732 each form a
respective extension 754, 756, 758, and 760. Carton 740
extends a height 762 measured between top 750 and
bottom 752 of carton 740 along a central longitudinal axis
764 extending through carton 740. As can also be seen
in Figure 21, each side 742, 744, 746, and 748 extends
between top 750 and bottom 752 of carton 740. More
specifically, inone embodiment, each side 742, 744, 746,
and 748 extends from top 750 to bottom 752. Any side
742,744,746, or 748 may be referred to herein as a first,
a second, a third, and/or a fourth side.

[0085] A corner 766 is defined at an intersection be-
tween top 750 and each side 742, 744, 746, and 748.
Similarly, a corner 768 is defined at an intersection be-
tween bottom 752 and each side 742, 744, 746, and 748.
Moreover, a corner 770 is defined at an intersection be-
tween each adjacent side of sides 742, 744, 746, and
748. Additionally, as discussed above, extensions 754,
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756, 758, and 760 each include curved edges 736.
[0086] Extensions 754, 756, 758, and 760 each form
a movable section (generally designated by 772, 774,
776, and 778, respectively) of carton 740. Any movable
section 772, 774, 776, or 778 may be referred to herein
as afirst, a second, a third, and/or a fourth movable sec-
tion. Movable sections 772, 774, 776, and 778 are each
movable between a first position shown in Figure 21 (and
generally designated by 780) and a second position
shown in Figure 22 (and generally designated by 782).
In one embodiment, movable sections 772, 774, 776,
and 778 are movable from first position 780 to second
position 782 by bending them along the fold lines corre-
sponding fold lines 724, 726, 730, and 734 (shown in
Figure 20). Accordingly, and as can be seen in Figures
21 and 22, movement between first and second positions
780 and 782, respectively, creates a side (generally des-
ignated by 784) defined between side 744 and side 746
and a side (generally designated by 786) defined be-
tween side 746 and side 748. In one embodiment, side
784 is obliquely angled with respect to side 744 and side
786 is obliquely angled with respect to side 746. Any side
742,744,746,748, 784, or 786 may be referred to herein
as a first, a second, a third, a fourth, a fifth, and/or a sixth
side. In one embodiment, sides 784 and/or 786 extend
only partially between top 750 and bottom 752 of carton
740. Alternatively, sides 784 and/or 786 extend from top
750 to bottom 752 of carton 740.

[0087] Specifically, movable section 772 (extension
754) is bended along fold line 724 towards an interior of
carton 781 such that section 772 is obliquely angled with
respect to side 744. Similarly, movable section 776 (ex-
tension 758) is bended along fold line 730 towards an
interior of carton 781 such that section 776 is obliquely
angled with respect to side 746 and such that section
776 at least partially overlaps section 772. Movable sec-
tion 774 (extension 756) is also bended along fold line
726 towards an interior of carton 781 such that section
774 is obliquely angled with respect to side 748. Similarly,
movable section 778 (extension 760) is bended along
fold line 734 towards an interior of carton 781 such that
section 778 is obliquely angled with respect to side 746
and such that section 778 at least partially overlaps sec-
tion 774. As can be seenin Figure 22, in one embodiment
movement from first position 780 to second position 782
at least partially closes openings 738 (shown in Figure
20). Additionally, because of curved edges 736, move-
ment from first position 780 to second position 782 curves
(or increases a curvature of) side 746 such that side 746
includes a curved surface. In one embodiment, only a
portion of side 746 is curved in second position 782 as
shown in Figure 22. Alternatively, in another embodiment
side 746 is curved from top 750 to bottom 752 of carton
740. In one embodiment, atleast one of movable sections
772, 774, 776, and 778 is biased in first position 780.
Although movable sections 772, 774, 776, and 778 may
be biased in first position 780 using any suitable mech-
anism, in one embodiment, a structure of carton 740 bi-
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ases movable sections 772, 774, 776, and 778.

[0088] Once carton 740 has been formed, and either
before, simultaneously with, or after a product is placed
within carton 740, a heat-shrinkable layer (generally des-
ignated by 788) can be wrapped around at least a portion
of carton 740 and heat-shrunk to form a packaging as-
sembly, one embodiment of which is shown in Figure 22
and generally designated by 790. Specifically, in the em-
bodiment shown in Figure 22 heat-shrinkable layer 788
is wrapped around sides 742, 744, 746, 748, 784, and
786, a portion of which extends beyond top 750 and an-
other portion of which extends beyond bottom 752. Layer
788 is then heated to shrink the heat-shrinkable layer
into contact with carton 740. Layer 788 shrinks to fit snug-
gly around carton 740. Although heat-shrinkable layer
788 can overlap any portion of carton 740, in the embod-
iment shown in Figure 22 heat-shrunk layer 788 substan-
tially overlaps sides 742, 744, 746, 748, 784, and 786
and corners 766, 768, and 770, and overlaps a portion
of top 750 and at least a portion of bottom 752. Figure
23 illustrates an alternative embodiment of packaging
assembly 790 wherein layer 788 does not overlap any
portion of top 750 or bottom 752 of carton 740. Although
other types of heat-shrinkable layers may be used, in one
embodiment heat-shrinkable layer 788 is a sheet of ma-
terial or a sleeve of material. Additionally, although other
materials may be used for layer 788, in one embodiment
layer 788 includes polyethylene, polypropylene, and/or
polyvinyl chloride.

[0089] Heat-shrunk layer 788 may facilitate sealing
carton 740 to protect a product contained within the car-
ton from tampering and to generally seal the com-
ers/joints of carton 740 for containing the product within
carton 740 as well as protecting the product from con-
tamination. Heat-shrunk layer 788 can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. The tight fit of heat-
shrunk layer 788 may also facilitate maintaining a shape
of carton 740 for example, to facilitate displaying, stack-
ing and/or arranging carton 740 or a plurality thereof of
cartons, and/or maintaining a shape that facilitates other
functionality such as carrying the carton.

[0090] In one embodiment, top 750 (and/or one or
more of sides 742, 744, 746, and 748) includes a handle
792 extending outwardly therefrom for carrying the as-
sembly. Heat-shrunk layer 788 includes an opening 794
therein adjacent handle 792 such that handle 792 ex-
tends through opening 794 allowing access to handle
792 when heat-shrunk layer 788 overlaps a portion of
carton 740.

[0091] Inone embodiment, carton 740 and/orlayer 788
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
ofthe product, and/or a seller of the product. Forexample,
printed text that indicates a product’s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.

10

15

20

25

30

35

40

45

50

55

16

[0092] Heat-shrinkable layer 788 may also facilitate
forming of the carton, and more specifically moving
moveable sections 772, 774, 776, and 778 from first po-
sition 780 to second position 782 to form packaging as-
sembly 790. As described above, cartons having shapes
that are more complex than conventional rectangular car-
tons may be difficult and therefore costly to manufacture.
[0093] However, in one embodiment heat-shrinkable
layer 788 is wrapped around carton 740 such that heat-
shrinkable layer 788 overlaps at least a portion of one or
more of movable sections 772, 774, 776, and 778. As
layer 788 is heated and shrinks into contact with movable
sections 772, 774, 776, and 778, layer moves movable
sections 772, 774, 776, and 778 from first position 780
(shown in Figure 21) to second position 782 to form a
shape of packaging assembly 790. Heat-shrunk layer
788 then holds movable sections 772, 774,776, and 778
in second position 782 as long as layer 788 remains sub-
stantially wrapped around carton 740. In one embodi-
ment wherein movable sections 772, 774, 776, and 778
are biased to the first position, layer 788 moves the mov-
able sections to, and holds the movable section in, sec-
ond position 782 against the bias. By moving and holding
movable sections 772, 774, 776, and 778 into second
position 782, layer 788 facilitates forming a shape of
packaging assembly 790, and more specifically carton
740, that may be otherwise difficult and costly to form.
[0094] Inoneembodiment, carton 854 and/orlayer 880
includes a marking thereon, such as, but not limited to,
indicia that communicates the product, a manufacturer
ofthe product, and/or a seller ofthe product. Forexample,
printed text that indicates a product’'s name and briefly
describes the product, logos and trademarks thatindicate
a manufacturer and/or seller of the product, and/or de-
signs and/or ornamentation that attracts attention.
[0095] ReferringtoFigures24-41,apackagingassem-
bly of the present invention may have any suitable size,
shape and/or configuration, e.g., number of sides. The
present invention is described below in reference to its
application in connection with several embodiments.
However, it will be obvious to those skilled in the art and
guided by the teachings herein provided that the inven-
tion is likewise applicable to any suitable packaging as-
sembly having any suitable number of top panels, bottom
panels and/or side panels, and forming any suitable
packaging assembly shape.

[0096] Figures 24-26 show a packaging assembly ac-
cording to one embodiment. Specifically, Figure 24 is a
top plan view of a blank of sheet material 1020. Figure
25 is a perspective view of a carton 1100 formed from
blank 1020. Figure 26 is a perspective view of a packag-
ing assembly 1150 including carton 1100 formed from
blank 1020.

[0097] Referring to Figure 24, in one embodiment,
blank 1020 has an interior surface 1021 and an opposing
exterior surface. Blank 1020 includes a succession of
side panels 1022, 1024, 1026 and 1028 that are connect-
ed together by a plurality of preformed, generally parallel,
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fold lines 1036, 1038 and 1040, respectively. Side panels
1022, 1024, 1026 and 1028 extend from an adjacent side
panel along respective fold lines 1036, 1038 and 1040.
A side panel flap 1046 extends from side panel 1022
along an end fold line 1048 to secure side panel flap 1046
to side panel 1028 to form carton 1100. In an alternative
embodiment, a side panel flap (not shown) extends from
side panel 1028 along an end fold line (not shown) formed
along an edge 1050 of side panel 1028 to secure the side
panel flap to side panel 1022 to form carton 1100.
[0098] Each side panel 1022, 1024, 1026 and 1028
extends a height measured between a bottom end 1052
and a top end 1054. As shown in Figure 24, a top support
panel 1056 extends from side panel 1022 attop end 1054
along a fold line 1058 and a bottom support panel 1060
extends from side panel 1022 at bottom end 1052 along
a fold line 1062. Additionally, a top support panel 1064
extends from side panel 1026 at top end 1054 along a
fold line 1066 and a bottom support panel 1068 extends
from side panel 1026 at bottom end 1052 along a fold
line 1070. Top support panel 1064 is connected to top
support panel 1056 to form a top 1114, shown in Figure
25, of carton 1100. In one embodiment, top support panel
1064 includes atleast one tab 1072 extending therefrom,
which engages with a cooperating slit 1074 formed in top
support panel 1056 to secure top support panel 1064 to
top support panel 1056 to form top 1114. Bottom support
panel 1068 is connected to bottom support panel 1060
to from a bottom 1116, shown in Figure 25, of carton
1100. As shown in Figure 24, in one embodiment, bottom
support panel 1068 includes at least one hook compo-
nent 1075 of a hook-and-loop fastener, such as a VEL-
CRO fastener (VELCRO is a registered trademark of
VELCRO Industries B.V., Curacao, Netherlands), that
cooperates with a loop component (not shown) of the
hook-and-loop fastener positioned on bottom support
panel 1060 to secure bottom support panel 1068 to bot-
tom support panel 1060. In one embodiment, a top flap
1080 is connected to side panel 1024 and/or side panel
1028 along fold line 1082 at top end 1054 for cooperating
with top support panels 1056, 1064 to form top 1114.
Similarly, a bottom flap 1084 is connected to side panel
1024 and/or side panel 1026 along a fold line 1086 at
bottom end 1052 for cooperating with bottom support
panels 1060, 1068 to form bottom 11186. It is apparent to
those skilled in the art and guided by the teachings herein
provided that any suitable connecting mechanism can
be used to connect top support panel 1056 to top support
panel 1064 and/or bottom support panel 1060 to bottom
support panel 1068. For example, in one embodiment,
adhesive is applied to top support panels 1056, 1064,
bottom support panels 1060, 1068, top flaps 1080 and/or
bottom flaps 1084 to connect the respective panels.
[0099] Referring to Figures 24-26, in one embodiment,
at least one of side panel 1022, 1024, 1026 and/or 1028
is movable between an initially biased first position and
a second position having a curved or arcuate surface.
Referring further to Figure 24, in a particular embodiment,
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blank 1020 includes two movable side panels, namely
side panel 1024 and adjacent side panel 1026. Movable
side panel 1024 partially defines a void 1088 and mov-
able side panel 1026, connected to movable side panel
1024 along fold line 1038, defines a remaining portion of
void 1088. It is apparent to those skilled in the art and
guided by the teachings herein provided that any suitable
number of voids 1088 may be formed in blank 1020 to
form carton 1100 in a desired shape, as discussed below.
[0100] A heat-shrink patch 1090 is applied to interior
surface 1021 of blank 1020 and connected to at least a
portion of movable side panel 1024 and movable side
panel 1026 defining void 1088 to cover void 1088. In one
embodiment, heat-shrink patch 1090 is a sheet or patch
of shrinkable material that includes polyethylene, poly-
propylene, polyvinyl chloride, polyester, polyester glycol,
nylon and/or oriented polystyrene. In an alternative em-
bodiment, any suitable shrinkable material known to
those skilled in the art and guided by the teachings herein
provided is used to fabricate heat-shrink patch 1090. Fur-
ther, in one embodiment, heat-shrink patch 1090 is trans-
parent. Heat-shrink patch 1090 is movable from an initial,
first or pre-shrunk configuration to a second or shrunk
configuration having a shorter width and/or shorterlength
than in the pre-shrunk configuration. For example, heat-
shrink patch 1090 is shrinkable to move from the pre-
shrunk configuration to the shrunk configuration to move
or urge movable side panel 1024 and/or 1026 to the sec-
ond position. As heat-shrink patch 1090 shrinks, such as
by applying suitable heat, void 1088 at least partially clos-
es to move or urge movable side panels 1024 and 1026
with respect to adjacent side panels 1022, 1024, 1026
and/or 1028.

[0101] In one embodiment, heat-shrink patch 1090 in-
cludes at least one layer of a flexible, heat-shrinkable
plastic film having an activated shrink temperature of at
least about 140°F, and suitably about 150°F to about
195°F. The film has a gauge thickness of about 50 gauge
to about 150 gauge. In one embodiment, the film is for-
mulated with a balanced shrink ratio, or balanced orien-
tation, such that the film shrinks an equal amount in a
machine direction or orientation of the film and a cross-
machine or transverse direction or orientation of the film.
The balanced shrink ratio facilitates a uniform and con-
sistent shrink profile and will not distort printed indicia
and/or decorative patterns printed on the film upon the
application of heat. Further, the film has a shrink factor
of about 10% to about 50% such that the film will shrink
in the machine direction and the transverse direction by
about 10% to about 50%. In alternative embodiments,
the filmis formulated with an unbalanced shrink ratio such
that the film shrinks to a greater degree in one of the
machine direction and the transverse direction. In a par-
ticular alternative embodiment, the film has a shrink fac-
tor in the machine direction different than a shrink factor
in the transverse direction such that the film will shrink in
opposite directions by a different percentage of an initial
length. In another alternative embodiment, heat-shrink
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patch 1090 includes a stretched film coupled to interior
surface 1021 in a stretched configuration.

[0102] In a particular embodiment, heat-shrink patch
1090is coupled to movable side panel 1024 and movable
side panel 1026 along a boundary line or area, generally
shown by phantom line 1092 in Figure 24, which sub-
stantially surrounds and/or defines void 1088. Heat-
shrink patch 1090 is coupled to interior surface 1021 of
blank 1020 at movable side panel 1024 and movable
side panel 1026 using any suitable coupling process,
such as by applying an adhesive material or an adhesive
layer to interior surface 1021 and/or a portion of heat-
shrink patch 1090, and applying a suitable pressure to
couple heat-shrink patch 1090 to interior surface 1021.
[0103] As shown in Figure 25, carton 1100 is formed
from blank 1020 by folding blank 1020 about fold lines
1036, 1038, 1040, 1048, 1058, 1062, 1066, 1070, 1082
and 1086. In one embodiment, an adhesive is applied to
portions of blank 1020 to secure carton 1100 together.
Top support panels 1056, 1064, and top flaps 1080 form
top 1114. Bottom support panels 1060, 1068, and bottom
flaps 1084 form bottom 1116. Carton 1100 extends a
height 1118 measured between top 1114 and bottom
1116 of carton 1100 along a central longitudinal axis 1120
extending through carton 1100. Once carton 1100 has
been formed, and either before, simultaneously with, or
after a product is placed within carton 1100, heat-shrink
patch 1090 is heat-shrunk to form packaging assembly
1150, as shown in Figure 26.

[0104] Carton 1100 formed from blank 1020 is subject-
ed to a suitable heating process, as described above, to
melt heat-shrink patch 1090 causing heat-shrink patch
1090 to shrink without adversely affecting the coupling
of heat-shrink patch 1090 to interior surface 1021 of blank
1020. As heat-shrink patch 1090 melts and shrinks, mov-
able side panel 1024 and movable side panel 1026 are
moved or urged together to at least partially close void
1088. After the heating process, heat-shrink patch 1090
cools and remains in the shrunk configuration to hold or
retain carton 1100 in a substantially fixed second posi-
tion. In this embodiment, with heat-shrink patch 1090 in
the shrunk position, heat-shrink patch 1090 retains mov-
able side panel 1024 and/or movable side panel 1026 in
the second position. As shown in Figure 26, movable
side panel 1024 and/or movable side panel 1026 has an
arcuate or curved surface in the second position.
[0105] Inthisembodiment, side panel 1024 and/or side
panel 1026 is movable between a first position, as shown
in Figure 25, and a second position, as shown in Figure
26. Accordingly, movement between the first position and
the second position varies or changes a cross-sectional
area of carton 1100 defined between side panels 1022,
1024, 1026 and 1028 along height 1118 of carton 1100.
In a particular embodiment, movable side panel 1024
and/or movable side panel 1026 is biased in the first po-
sition, as shown in Figure 25 using any suitable mecha-
nism, such as a structure of carton 1100. In alternative
embodiments, only a portion or section of side panel
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1022, 1024, 1026 and/or 1028 is movable between the
first position and the second position.

[0106] In one embodiment, heat-shrink patch 1090 at
least partially seals carton 1100 to protect a product con-
tained within the carton from tampering, as well as pro-
tecting the product from contamination. Heat-shrink
patch 1090 can be used, for example, to replace bags or
liners sometimes used within a container for sealing a
product. Further, heat-shrink patch 1090 maintains a
shape of carton 1100 for example, to facilitate displaying,
stacking and/or arranging carton 1100 or a plurality of
cartons, and/or maintaining the carton shape.

[0107] Further, heat-shrink patch 1090 facilitates form-
ing of carton 1100, and more specifically moving or urging
moveable side panels 1024, 1026 from the first position,
as shown in Figure 25, to the second position to form
packaging assembly 1150, as shown in Figure 26. As
described above, cartons having shapes that are more
complex than conventional rectangular cartons may be
difficult and therefore costly to manufacture. As heat-
shrink patch 1090 is heated and shrinks, heat-shrink
patch 1090 moves, draws or urges movable side panels
1024, 1026 to the second position to form a shape of
packaging assembly 1150. Heat-shrink patch 1090 holds
side panels 1024, 1026 in the second position. In one
embodiment wherein movable side panels 1024, 1026
are biased to the first position, heat-shrink patch 1090
moves the movable side panels to, and holds the mov-
able side panels in, the second position against the bias.
By moving and holding movable side panels 1024 and
1026 in the second position, heat-shrink patch 1090
forms a shape of packaging assembly 1150, and more
specifically carton 1100, that may be otherwise difficult
and costly to form.

[0108] Figures 27-29 show a packaging assembly ac-
cording to an alternative embodiment. Specifically, Fig-
ure 27 is a top plan view of blank of sheet material 1021.
Figure 28 is a perspective view of carton 1101 formed
from blank 1021. Figure 29 is a perspective view of pack-
aging assembly 1151 including carton 1101 formed from
blank 1021. Several element reference numbers shown
in Figures 27-29 are used to indicate an element or a
component that is identical to the corresponding element
or component described above and shown in Figures
24-26. In this embodiment, an additional void is defined
by blank 1021, as described below.

[0109] Referring to Figure 27, in this embodiment,
blank 1021 has an interior surface 1022 and an opposing
exterior surface. Blank 1021 includes a succession of
side panels 1023, 1025, 1027 and 1029 that are connect-
ed together by a plurality of preformed, generally parallel,
fold lines 1036, 1038 and 1040, respectively. Side panels
1023, 1025, 1027 and 1029 extend from an adjacent side
panel along respective fold lines 1036, 1038 and 1040.
Side panel 1023, 1025, 1027 and/or 1029 is movable
between afirst position and a second position. Each mov-
able side panel 1023, 1025, 1027 and/or 1029 defines
at least a portion of a void at a first fold line and at least
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a portion of a void at a second fold line opposing the first
fold line. As shown in Figures 27-29, blank 1021 includes
three movable side panels, namely side panel 1025, side
panel 1027 and side panel 1029. Movable side panel
1025 defines a portion of void 1088 along fold line 1038.
Movable side panel 1027 defines a remaining portion of
void 1088 on a first side edge of movable side panel 1027
along fold line 1038. Further, an opposing second side
edge of movable side panel 1027 defines a portion of a
second void 1094 along fold line 1040. Movable side pan-
el 1029 defines a remaining portion of void 1094 along
fold line 1040.

[0110] Heat-shrink patch 1091 covers void 1088 and
void 1094. Heat-shrink patch 1091 is coupled to movable
side panel 1025 and movable side panel 1027 along
boundary line or area, generally shown by phantom line
1092 in Figure 27, which substantially surrounds and/or
defines void 1088. Further, heat-shrink patch 1091 is
coupled to movable side panel 1027 and movable side
panel 1029 along a boundary line or area, generally
shown by phantom line 1096 in Figure 27, which sub-
stantially surrounds and/or defines void 1094. In an al-
ternative embodiment, heat-shrink patch 1091 is coupled
to movable side panel 1025 and movable side panel 1027
along boundary area 1092 to cover first void 1088 and a
second heat-shrink patch (not shown) is coupled to mov-
able side panel 1027 and movable side panel 1029 along
boundary area 1096 to cover second void 1094. Heat-
shrink patch 1091 is coupled to interior surface 1022 of
blank 1021 at movable side panel 1025, movable side
panel 1027 and movable side panel 1029 using any suit-
able coupling process.

[0111] In this embodiment, carton 1101 formed from
blank 1021, as shown in Figure 28, is subjected to a suit-
able heating process to initiating melting and shrinkage
of heat-shrink patch 1091 without adversely affecting the
coupling of heat-shrink patch 1091 to interior surface
1022 of blank 1021. As heat-shrink patch 1091 melts and
shrinks, movable side panel 1025 and movable side pan-
el 1027 are moved or urged together to at least partially
close void 1088, and movable side panel 1027 and mov-
able side panel 1029 are moved or urged together to at
least partially close void 1094. After the heating process,
heat-shrink patch 1091 cools and remains in the shrunk
configuration to hold or retain carton 1101 in a substan-
tially fixed second position. With heat-shrink patch 1091
in the shrunk position, heat-shrink patch 1091 retains
movable side panel 1025, movable side panel 1027
and/or movable side panel 1029 in the second position.
As shown in Figure 29, movable side panel 1025, mov-
able side panel 1027 and/or movable side panel 1029
has an arcuate or curved surface in the second position.
[0112] Figures 30-32 show a packaging assembly ac-
cording to one embodiment. Specifically, Figure 30 is a
top plan view of a blank of sheet material 1200. Figure
31 is a perspective view of a carton 1266 formed from
blank 1200 shown in Figure 30. Figure 32 is a perspective
view of a packaging assembly 1299 including carton
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1266 shown in Figure 31.

[0113] As shown in Figure 30, in one embodiment,
blank 1200 has an interior surface 1201 and an opposing
exterior surface. Blank 1200 includes a succession of
four side panels 1202, 1204, 1206 and 1208 that are
connected together by a plurality of preformed, generally
parallel, fold lines 1210, 1212 and 1214, respectively.
Each side panel 1202, 1204, 1206 and 1208 extends
from an adjacent side panel along respective fold lines
1210, 1212 and 1214. A side panel flap 1216 extends
from an end portion of side panel 1202 along fold line
1218 to secure side panel flap 1216 to side panel 1208
to form carton 1266, as shown in Figure 31. In an alter-
native embodiment, a side panel flap (not shown) ex-
tends from an end portion 1220 of side panel 1208 to
secure the side panel flap to side panel 1202 to form
carton 1266. Each side panel 1202, 1204, 1206 and 1208
extends a height measured between a bottom end 1224
and a top end 1226.

[0114] A top support panel 1228 extends from side
panel 1202 and/or side panel 1206 at top end 1226 along
a fold line 1230. Similarly, a bottom support panel 1232
extends from side panel 1202 and/or side panel 1206 at
bottom end 1224 along a fold line 1234. In one embodi-
ment, a top flap 1236 extends from side panel 1204
and/or side panel 1208 along a fold line 1238 and/or a
bottom flap 1240 extends from side panel 1204 and/or
side panel 1208 at bottom end 1224 along a fold line
1242. In one embodiment, adhesive is applied to top sup-
port panels 1228, bottom support panels 1232, top flaps
1236 and/or bottom flaps 1240 to connect the respective
panels. In an alternative embodiment, one top support
panel 1228 includes an extension or tab (not shown) that
extends therefrom for engagement with a slot (not
shown) formed within the other top support panel 1228
to secure top support panels 1228 together to form a top
1286 of carton 1266, as shown in Figure 31. Similarly,
one bottom support panels 1232 includes an extension
or tab (not shown) that extends therefrom for engage-
ment with a slot (not shown) within the other bottom sup-
port panel 1232 to secure bottom support panels 1232
together to form a bottom 1288 of carton 1266, as shown
in Figure 31. In another alternative embodiment, top sup-
port panels 1228 and bottom support panels 1232 are
connected together using hook-and-loop fasteners (not
shown), as described above. Itis apparentto those skilled
in the art and guided by the teachings herein provided
that any suitable connecting mechanism can be used to
connected top support panels 1228 together and/or bot-
tom support panels 1232 together.

[0115] Referring to Figures 30-32, side panel 1202,
1204, 1206 and/or 1208, or at least a portion thereof, is
movable between an initially biased first position and a
second position having an arcuate or curved surface. As
shown in Figure 30, in one embodiment, each side panel
1202, 1204, 1206 and 1208 includes an upper panel por-
tion 1250, alower panel portion 1252 and an intermediate
panel portion 1254 extending between and connecting
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upper panel portion 1250 and lower panel portion 1252.
Intermediate panel portion 1254 is connected to upper
panel portion 1250 along a fold line 1256 and to lower
panel portion 1252 along a fold line 1260. In this embod-
iment, intermediate panel portion 1254 is movable from
the initially biased first position to the second position
having an arcuate or curved surface. As shown in Figure
30, avoidis defined between adjacentintermediate panel
portions 1254 to accommodate changing a cross-sec-
tional area of carton 1266, as described below.

[0116] As shown in Figure 30, movable side panel
1202 partially defines a first void 1264 along a first side
edge corresponding to fold line 1218 and partially defines
a second void 1266 along a second side edge corre-
sponding to fold line 1210. Side panel flap 1216, con-
nected to movable side panel 1202 along fold line 1218,
defines a remaining portion of first void 1264. Movable
side panel 1204, connected to movable side panel 1202
along fold line 1210, defines a remaining portion of sec-
ond void 1266 and partially defines a third void 1268
along asecond side edge corresponding tofoldline 1212.
Movable side panel 1206, connected to movable side
panel 1204 along fold line 1212, defines a remaining por-
tion of third void 1268 and partially defines a fourth void
1270 along a second side edge corresponding to fold line
1214. Movable side panel 1208, connected to movable
side panel 1206 along fold line 1214, defines a remaining
portion of fourth void 1270. In one embodiment, move-
able side panel 1208 further defines an arcuate portion
that generally corresponds to the remaining portion of
first void 1264 defined by side panel flap 1216 when car-
ton 1266 is assembled.

[0117] A heat-shrink patch 1272 is coupled to interior
surface 1201 of blank 1200 to cover each void 1264,
1266, 1268 and 1270. In a particular embodiment, heat-
shrink patch 1272 is coupled to side panel flap 1216,
movable side panel 1202, movable side panel 1204,
movable side panel 1206 and movable side panel 1208
along a boundary line or area, generally shown by phan-
tom line 1276, which substantially surrounds and/or de-
fine voids 1264, 1266, 1268 and 1270. Heat-shrink patch
1272 is coupled to interior surface 1201 of blank 1200 at
side panelflap 1216 and movable intermediate panel por-
tions 1254 of side panels 1202, 1204, 1206 and 1208,
using any suitable coupling process, such as by applying
an adhesive material or an adhesive layer to interior sur-
face 1201 within boundary area 1276 and/or a portion of
heat-shrink patch 1272, and applying a suitable pressure
to couple heat-shrink patch 1272 to interior surface 1201.
In an alternative embodiment, a heat-shrink layer, gen-
erally shown by phantomline 1277 in Figure 30, is applied
to the exterior surface of blank 1200, opposing interior
surface 1201.

[0118] As shown in Figure 31, carton 1266 is formed
from blank 1200 by folding blank 1200 about fold lines
1210, 1212, 1214, 1218, 1230, 1234, 1238 and 1242. In
one embodiment, an adhesive may be applied to portions
of blank 1200 to secure carton 1266 together. Top sup-
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port panels 1228 and top flaps 1236 form top 1286 of
carton 1266, and bottom support panels 1232 and bottom
flaps 1240 form bottom 1288 of carton 1266. Carton 1266
extends a height 1290 measured between top 1286 and
bottom 1288 of carton 1266 along a central longitudinal
axis 1292 extending through carton 1266. As shown in
Figure 31, in a first or pre-shrunk configuration, carton
1266 has a generally rectangular cross-sectional shape.
Once carton 1266 has been formed, and either before,
simultaneously with, or after a product is placed within
carton 1266, heat-shrink patch 1272 is heat-shrunk to
form packaging assembly 1299, as shown in Figure 32.
[0119] In one embodiment, carton 1266 formed from
blank 1200 is subjected to a suitable heating process, as
described above, to melt heat-shrink patch 1272 causing
heat-shrink patch 1272 to shrink without adversely af-
fecting the coupling of heat-shrink patch 1272 to interior
surface 1201. As heat-shrink patch 1272 melts and
shrinks, intermediate panel portion 1254 of side panel
flap 1216 and intermediate panel portion 1254 of mova-
ble side panels 1202, 1204, 1206 and 1208 are moved
or urged to the second position to at least partially close
corresponding voids 1264, 1266, 1268 and 1270. After
the heating process, heat-shrink patch 1272 cools and
remains in the shrunk configuration to hold or retain car-
ton 1266 in a substantially fixed second position. In this
embodiment, with heat-shrink patch 1272 in the shrunk
position, heat-shrink patch 1272 retains intermediate
panel portion 1254 of movable side panel 1202, 1204,
1206 and/or 1208 in the second position. As shown in
Figure 32, intermediate panel portion 1254 has an arcu-
ate or curved surface in the second position.

[0120] Accordingly, movement between the first posi-
tion and the second position varies or changes a cross-
sectional area of carton 1266 defined between side pan-
els 1202, 1204, 1206 and 1208 along height 1290 of car-
ton 1266. In a particular embodiment, each movable side
panel 1202, 1204, 1206 and 1208 is biased in the first
position, as shown in Figure 31. In this embodiment, mov-
able side panel 1202, 1204, 1206 and/or 1208 may be
biased in the first position using any suitable mechanism,
such as a structure of carton 1266 biasing movable side
panels 1202, 1204, 1206 and/or 1208. In alternative em-
bodiments, only a portion or section of side panel 1202,
1204, 1206 and/or 1208 is movable between the first po-
sition and the second position, such as intermediate pan-
el portions 1254.

[0121] Figures 33-35 show a packaging assembly ac-
cording to one embodiment. Specifically, Figure 33 is a
top plan view of a blank of sheet material 1300. Figure
34 is a perspective view a carton 1400 formed from blank
1300 shown in Figure 33. Figure 35 is a perspective view
of a packaging assembly 1450 including carton 1400
shown in Figure 34.

[0122] Referring to Figure 33, in one embodiment,
blank 1300 has an interior surface 1301 and an opposing
exterior surface. Blank 1300 includes a succession of six
side panels 1302, 1304, 1306, 1308, 1310 and 1312 that
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are connected together by a plurality of preformed, gen-
erally parallel, fold lines 1314, 1316, 1318, 1320 and
1322, respectively. Each side panel 1302, 1304, 1306,
1308, 1310 and 1312 extends from an adjacent side pan-
el alongrespective fold lines 1314, 1316, 1318, 1320 and
1322. A side panel flap 1324 extends from an end portion
of side panel 1312 along fold line 1326 to secure side
panel flap 1324 to side panel 1302 to form carton 1400,
as shown in Figure 34. In an alternative embodiment, a
side panel flap (not shown) extends from edge 1328 of
side panel 1302 to secure the side panel flap to side panel
1312 to form carton 1400. Each side panel 1302, 1304,
1306, 1308, 1310 and 1312 extends a height measured
between a bottom end 1330 and a top end 1332 of blank
1300.

[0123] A top support panel 1334 extends from side
panel 1302 at top end 1332 along a fold line 1336 and a
bottom support panel 1338 extends from side panel 1302
at bottom end 1330 along a fold line 1340. Additionally,
a top support panel 1342 extends from side panel 1308
attop end 1332 along a fold line 1344 and a bottom panel
1346 extends from side panel 1308 at bottom end 1330
along a fold line 1348. Top support panel 1342 and bot-
tom support panel 1346 include two securement tabs
1350 and 1352 extending therefrom along respective fold
lines 1354 and 1356 for facilitating securing top support
panel 1342 and bottom support panel 1346 to side panels
1302, 1304, 1306, 1308, 1310 and 1312 to form a top
1414 and a bottom 1416 of carton 1400, respectively, as
shown in Figure 34. In one embodiment, a tab 1358 ex-
tends from side panel 1306 and/or side panel 1310 at
top end 1332 and/or bottom end 1330 along a fold line
1359 for mating with securement tabs 1350 or 1352 to
form carton 1400. In an alternative embodiment, any suit-
able connecting mechanism is used to secure top support
panels 1334, 1342 and/or bottom support panels 1338
and/or 1346 to side panels 1302, 1304, 1306, 1308, 1310
and/or 1312 to form carton 1400.

[0124] Referring to Figures 33-35, side panel 1302,
1304, 1306, 1308, 1310 and/or 1312, or at least a portion
thereof, is movable between an initially biased first posi-
tion and a second position having an arcuate or curved
surface. As shown in Figure 33, each side panel 1302,
1304, 1306, 1308, 1310 and 1312 includes an upper pan-
el portion 1360, a lower panel portion 1362 and an inter-
mediate panel portion 1364 extending between and con-
necting upper panel portion 1360 and lower panel portion
1362. Intermediate panel portion 1364 is connected to
upper panel portion 1360 along a fold line 1366 and to
lower panel portion 1362 along a fold line 1368. In this
embodiment, intermediate panel portion 1364 is movable
from the initially biased first position to the second posi-
tion having an arcuate or curved surface. As shown in
Figure 33, a void is defined between adjacent interme-
diate panel portions 1364 to accommodate changing a
cross-sectional area of carton 1400, as described below.
[0125] Referring further to Figure 33, in one embodi-
ment, intermediate panel portions 1364 of side panels
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1302, 1304, 1306, 1308, 1310 and 1312 are movable
between the initially biased first position and the second
position. In this embodiment, movable side panel 1302
defines an arcuate portion along edge 1328 that gener-
ally corresponds to a portion of void 1380 when carton
1400 is assembled. Movable side panel 1302 partially
defines a first void 1370 along a second side edge cor-
responding to fold line 1314. Movable side panel 1304,
connected to movable side panel 1302 along fold line
1314, defines a remaining portion of first void 1370 and
partially defines a second void 1372 along a second side
edge corresponding to fold line 1316. Movable side panel
1306, connected to movable side panel 1304 along fold
line 1316, defines a remaining portion of second void
1372 and partially defines a third void 1374 along a sec-
ond side edge corresponding to fold line 1318. Movable
side panel 1308, connected to movable side panel 1306
along fold line 1318, defines a remaining portion of third
void 1374 and partially defines a fourth void 1376 along
a second side edge corresponding to fold line 1320. Mov-
able side panel 1310, connected to movable side panel
1308 along fold line 1320, defines a remaining portion of
fourth void 1376 and partially defines a fifth void 1378
along a second side edge corresponding to fold line 1322.
Movable side panel 1312, connected to movable side
panel 1310 along fold line 1322, defines a remaining por-
tion of fifth void 1378 and partially defines a sixth void
1380 along a second side edge corresponding to fold line
1326. Side panel flap 1324, connected to movable side
panel 1312 along fold line 1326, defines a remaining por-
tion of sixth void 1380.

[0126] A heat-shrink patch 1382 is coupled to interior
surface 1301 of blank 1300 to cover each void 1370,
1372, 1374, 1376, 1378 and 1380. In a particular em-
bodiment, heat-shrink patch 1382 is coupled to each
movable side panel 1302, 1304, 1306, 1308, 1310 and
1312, and movable side panel flap 1324, along a bound-
ary line or area, generally shown by phantom line 1384,
which substantially surrounds and/or defines voids 1370,
1372, 1374, 1376, 1378 and 1380. Heat-shrink patch
1382 is coupled to interior surface 1301 of blank 1300 at
each movable side panel 1302, 1304, 1306, 1308, 1310
and 1312, and movable side panel flap 1324, using any
suitable coupling process, such as by applying an adhe-
sive material or an adhesive layer to interior surface 1301
and/or a portion of heat-shrink patch 1382, and applying
a suitable pressure to couple heat-shrink patch 1382 to
interior surface 1301.

[0127] As shown in Figure 34, carton 1400 is formed
from blank 1300 by folding blank 1300 about fold lines
1314, 1316, 1318, 1320, 1322, 1326, 1336, 1340, 1344,
1348, 1354, 1356 and 1359. In one embodiment, an ad-
hesive is applied to portions of blank 1300 to secure car-
ton 1300 together. Top support panels 1334, 1342 form
a top 1414 of carton 1400, and bottom support panels
1338, 1346 form a bottom 1416 of carton 1400. Carton
1400 extends a height 1418 measured between top 1414
and bottom 1416 of carton 1400 along a central longitu-
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dinal axis 1420 extending through carton 1400. As shown
in Figure 34, in a first or pre-shrunk configuration, carton
1400 includes a generally hexagonal cross-sectional
shape extending generally perpendicularly to central lon-
gitudinal axis 1420. Once carton 1400 has been formed,
and either before, simultaneously with, or after a product
is placed within carton 1400, heat-shrink patch 1382 is
heat-shrunk to form packaging assembly 1450, as shown
in Figure 35.

[0128] In one embodiment, carton 1400 is subjected
to a suitable heating process, as described above, to melt
heat-shrink patch 1382 causing heat-shrink patch 1382
to shrink without adversely affecting the coupling of heat-
shrink patch 1382 to interior surface 1301. As heat-shrink
patch 1382 melts and shrinks, movable intermediate pan-
el portion 1364 of side panel 1302, 1304, 1306, 1308,
1310 and/or 1312, and movable side panel flap 1324,
are moved or urged to the second position to at least
partially close corresponding void 1370, 1372, 1374,
1376, 1378, and/or 1380. After the heating process, heat-
shrink patch 1382 cools and remains in the shrunk con-
figuration to hold or retain carton 1400 in a substantially
fixed second position. In this embodiment, with heat-
shrink patch 1382 in the shrunk position, heat-shrink
patch 1382 retains movable intermediate panel portion
1364 of side panel 1302, 1304, 1306, 1308, 1310 and/or
1312in the second position. As shown in Figure 35, mov-
able intermediate panel portion 1364 an arcuate or
curved surface in the second position.

[0129] Referring further to Figures 34 and 35, at least
a portion of intermediate panel portion 1364 extends be-
tween fold line 1366 and fold line 1368 such that inter-
mediate portion 1364 is movable between the first posi-
tion and the second position. Accordingly, movement be-
tween the first position and the second position varies or
changes a cross-sectional area of carton 1400 defined
between side panels 1302, 1304, 1306, 1308, 1310 and
1312 along height 1418 of carton 1400. In a particular
embodiment, each movable side panel 1302, 1304,
1306, 1308, 1310 and 1312 including movable interme-
diate panel portion 1364 is biased in the first position, as
shown in Figure 34. Movable side panel 1302, 1304,
1306, 1308, 1310 and/or 1312 is biased in the first posi-
tion using any suitable mechanism, such as a structure
of carton 1400 biasing movable side panels 1302, 1304,
1306, 1308, 1310 and/or 1312. In this embodiment, a
portion of upper panel portion 1360 and/or a portion of
lower panel portion 1362 may also move with intermedi-
ate portion 1364, depending upon whether the corre-
sponding void extends past fold line 1366 towards top
end 1332 and/or past fold line 1368 towards bottom end
1330.

[0130] Figures 36-38 show a packaging assembly ac-
cording to one embodiment. Specifically, Figure 36 is a
top plan view of a blank of sheet material 1500. Figure
37 is a perspective view a carton 1600 formed from blank
1500 shown in Figure 36. Figure 38 is a perspective view
of a packaging assembly 1650 including carton 1600
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shown in Figure 37.

[0131] Referring to Figure 36, in one embodiment,
blank 1500 has an interior surface 1501 and an opposing
exterior surface. Blank 1500 include a first series 1502
of three successive side panels 1504, 1506, 1508, and
a second series 1510 of three successive side panels
1512, 1514 and 1516. Side panels 1504, 1506 and 1508
are connected together by preformed fold lines 1518 and
1520, and side panels 1512, 1514 and 1516 are similarly
connected together by preformed fold lines 1522 and
1524, respectively. First series 1502 is coupled to second
series 1510 by a bottom support panel 1526. In this em-
bodiment, side panel 1506 is connected to bottom sup-
port panel 1526 along a fold line 1528 and side panel
1514 is connected to bottom support panel 1526 along
a fold line 1529, generally opposing fold line 1528. Fur-
ther, a fold line 1530 and a generally opposing and par-
allel fold line 1531 are also formed in bottom panel 1526,
as shown in Figure 36. Each side panel 1504, 1506 and
1508 extends a height measured between a bottom end
1552 and atop end 1554 and each side panel 1512, 1514
and 1516 extends a height measured between a bottom
end 1556 and atop end 1558. Side panel 1504 is coupled
to side panel 1512, and side panel 1508 is coupled to
side panel 1516 to form carton 1600, as shown in Figure
37.

[0132] Blank 1500 alsoincludes afirsttop support pan-
el 1532 connected to side panel 1514 along fold line 1534
and extends outwardly therefrom. First top support panel
1532 includes a tab 1536. An opposing second top sup-
port panel 1538 is connected to side panel 1506 along
fold line 1540 and extends outwardly therefore. Second
top support panel 1538 forms or defines a slot 1542. With
first top support panel 1532 folded with respect to side
panel 1514 and second top support panel 1538 folded
with respect to side panel 1506, tab 1536 engages with
slot 1542 to secure first top support panel 1532 to second
top support panel 1538 to form carton 1600, as shown
in Figure 37. In an alternative embodiment, top support
panel 1532 and top support panel 1538 are connected
using any suitable connecting mechanism. For example,
an adhesive is applied to portions of top support panel
1532 and/or top support panel 1538. As shown in Figure
36, in one embodiment, a first top panel 1544 is connect-
ed to side panel 1504 along a fold line 1546 and a second
top panel 1548 is connected to side panel 1508 along a
fold line 1550 to provide additional support to the top of
carton 1600.

[0133] As shown in Figure 36, in one embodiment, at
leasta portion of each side panel 1504, 1506, 1508, 1512,
1514 and 1516 is movable between an initially biased
first position and a second position. As shown in Figure
36, a void is at least partially defined between adjacent
side panels to accommodate changing a cross-sectional
area of carton 1600. In this embodiment, movable side
panel 1504 defines an arcuate portion along edge 1568
and partially defines a first void 1560 along a second side
edge generally corresponding to fold line 1518. Movable
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side panel 1506, connected to movable side panel 1504
along fold line 1518, defines a remaining portion of first
void 1560 and partially defines a second void 1562 along
a second side edge generally corresponding to fold line
1520. Movable side panel 1508, connected to movable
side panel 1506 along fold line 1520, defines a remaining
portion of second void 1562 and defines an arcuate por-
tion along edge 1570.

[0134] Similarly, movable side panel 1512 defines an
arcuate portion along edge 1572 that generally corre-
sponds with the portion of first void 1560 defined by mov-
able side panel 1504 with carton 1600 in the assembly
configuration and partially defines third void 1564 along
a second side edge generally corresponding to fold line
1522. Movable side panel 1514, connected to movable
side panel 1512 along fold line 1522, defines a remaining
portion of third void 1564 and partially defines fourth void
1566 along a second side edge generally corresponding
to fold line 1524. Movable side panel 1516, connected
to movable side panel 1514 along fold line 1524, defines
a remaining portion of fourth void 1566 and defines an
arcuate portion along edge 1574 that generally corre-
sponds with the portion of second void 1562 defined by
movable side panel 1508 with carton 1600 in assembly
configuration.

[0135] A first heat-shrink patch 1576 is coupled to in-
terior surface 1501 of blank 1500 to cover each void 1560
and 1562. In a particular embodiment, heat-shrink patch
1576 is coupled to each movable side panel 1504, 1506
and 1508 at least along a boundary line or area, generally
shown as phantom line 1578, which substantially sur-
rounds and/or defines voids 1560 and 1562. Heat-shrink
patch 1576 is coupled to interior surface 1501 at each
movable side panel 1504, 1506 and 1508 using any suit-
able coupling process, such as by applying an adhesive
material or an adhesive layer to interior surface 1501
and/or a portion of heat-shrink patch 1576, and applying
a suitable pressure to couple heat-shrink patch 1576 to
interior surface 1501.

[0136] A second heat-shrink patch 1580 is coupled to
interior surface 1501 of blank 1500 to cover each void
1564 and 1566. In a particular embodiment, heat-shrink
patch 1580 is coupled to each movable side panel 1512,
1514 and 1516 at least along a boundary line or area,
generally shown by phantom line 1582, which substan-
tially surrounds and/or defines voids 1564 and 1566.
Heat-shrink patch 1580 is coupled to interior surface
1501 at each movable side panel 1512, 1514 and 1516
using any suitable coupling process, such as by applying
an adhesive material or an adhesive layer to interior sur-
face 1501 and/or a portion of heat-shrink patch 1580,
and applying a suitable pressure to couple heat-shrink
patch 1580 to interior surface 1501.

[0137] As shown in Figure 37, carton 1600 can be
formed from blank 1500 by folding bank 1500 about fold
lines 1518, 1520, 1522, 1524, 1528, 1529, 1530, 1531,
1534, 1540, 1546 and 1550. In one embodiment, an ad-
hesive may be applied to portions of blank 1500 to secure
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carton 1600 together. Side panel 1504 is connected to
side panel 1512 to form side 1602, and side panel 1508
is connected to side panel 1516 to form side 1606. Side
panel 1506 forms side 1604 and side panel 1514 forms
side 1608 of carton 1600, as shown in Figure 37. Bottom
support panel 1526 forms bottom 1614 of carton 1600.
Top support panel 1532 connected to top support panel
1538, and top panels 1544 and 1548, form top 1616 of
carton 1600. Carton 1600 extends a height 1618 meas-
ured between bottom 1614 and top 1616 of carton 1600
along a central longitudinal axis 1620 extending through
carton 1600. In afirst or pre-shrunk configuration, carton
1600 includes sides 1602, 1604, 1606 and 1608 in a pre-
shrunk, first position. In one embodiment, the structure
of carton 1600 biases sides 1602, 1604, 1606 and 1608
in the first position. Once carton 1600 has been formed,
and either before, simultaneously with, or after a product
is placed within carton 1600, heat-shrink patches 1576
and 1580 are heat-shrunk to form a packaging assembly
1650, as shown in Figure 38.

[0138] In this embodiment, carton 1600 formed from
blank 1500 is subjected to a suitable heating process, as
described above, to melt heat-shrink patches 1576 and
1580 causing heat-shrink patches 1576 and 1580 to
shrink without adversely affecting the coupling of heat-
shrink patches 1576 and 1580 to interior surface 1501.
As heat-shrink patches 1576 and 1580 melt and shrink,
movable side panels 1504, 1506 and 1508, and movable
side panels 1512, 1514 and 1516, respectively, are
moved or urged together to at least partially close corre-
sponding void 1560, 1562, 1564 and 1566. After the heat-
ing process, heat-shrink patches 1576 and 1580 cool and
remain in the shrunk configuration to hold or retain carton
1600 in a substantially fixed second position. In this em-
bodiment, with heat-shrink patches 1576 and 1580 in the
shrunk position, heat-shrink patches 1576 and 1580 re-
tain movable side panels 1504, 1506, 1508, 1512, 1514
and/or 1516 in the second position.

[0139] Accordingly, movement between the first posi-
tion and the second position varies or changes a cross-
sectional area of carton 1600 defined between sides
1602, 1604, 1606 and 1608 along the height of carton
1600. In alternative embodiments, only a portion or sec-
tion of side 1602, 1604, 1606 and/or 1608 is movable
between the first position and the second position.
[0140] Figures 39-41 show a packaging assembly ac-
cording to one embodiment. Specifically, Figure 39 is a
top plan view of a blank of sheet material 1700. Figure
40 is a perspective view a carton 1800 formed from blank
1700 shown in Figure 39. Figure 41 is a perspective view
of a packaging assembly 1850 including carton 1800
shown in Figure 40.

[0141] Referring to Figure 39, in one embodiment,
blank 1700 has an interior surface 1701 and an opposing
exterior surface. Blank 1700 includes a succession of
four side panels 1702, 1704, 1706 and 1708 that are
connected together by a plurality of preformed, generally
parallel, fold lines 1710, 1712 and 1714, respectively.
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Side panels 1702, 1704, 1706 and 1708 extend from an
adjacent side panel along respective fold lines 1710,
1712 and 1714. A side panel flap 1716 extends from side
panel 1702 along an end fold line 1718 to secure side
panel flap 1716 to side panel 1708 to form carton 1800.
In an alternative embodiment, a side panel flap (not
shown) extends from side panel 1708 along an end fold
line (not shown) formed along an edge 1720 to secure
the side panelflap to side panel 1702 to form carton 1800.
[0142] Each side panel 1702, 1704, 1706 and 1708
extends a height measured between a bottom end 1722
and atop end 1724. As shown in Figure 39, a top support
panel 1726 extends from side panel 1702 attop end 1724
along a fold line 1728. A bottom support panel 1730 ex-
tends from side panel 1702 at bottom end 1722 along a
fold line 1732. Additionally, a top support panel 1734 ex-
tends from side panel 1706 at top end 1724 along a fold
line 1736 and a bottom support panel 1738 extends from
side panel 1706 at bottom end 1722 along a fold line
1740. Top support panel 1726 is connected to top support
panel 1734 to form a top 1814 of carton 1800. Bottom
support panel 1730 is connected to bottom support panel
1738 to form a bottom 1816 of carton 1800. Itis apparent
to those skilled in the art and guided by the teachings
herein provided that top support panels 1726, 1734
and/or bottom support panels 1730, 1738 can be con-
nected using any suitable confection mechanism. For ex-
ample, in one embodiment, adhesive is applied to top
support panels 1726, 1734 and/or bottom support panels
1730, 1738.

[0143] In one embodiment, a top panel 1742 is con-
nected to side panel 1704 along a fold line 1744 and a
top panel 1746 is connected to side panel 1708 along a
fold line 1748 to provide additional support to top 1814
of carton 1800. Further, a bottom panel 1750 is connect-
ed to side panel 1704 along a fold line 1752 and a bottom
panel 1754 is connected to side panel 1708 along a fold
line 1756 to provide additional support to the bottom of
carton 1800.

[0144] As shownin Figure 39, at least a portion of side
panel 1702, 1704, 1706 and/or 1708, at least a portion
of top support panels 1726 and/or 1734, and/or at least
a portion of bottom support panels 1730 and/or 1738, is
movable between an initially biased first position and a
second position. In one embodiment, side panels 1702
and 1706, top support panels 1726 and 1734 and bottom
support panels 1730 and 1738 are movable. In this em-
bodiment, movable side panel 1702 partially defines a
first void 1760 along fold line 1728 and partially defines
a second void 1762 along fold line 1732. Movable top
support panel 1726, connected to movable side panel
1702 along fold line 1728, defines a remaining portion of
first void 1760 and movable bottom support panel 1730,
connected to movable side panel 1702 along fold line
1732, defines a remaining portion of second void 1762.
Movable side panel 1706 partially defines a third void
1764 along fold line 1736 and partially defines a fourth
void 1766 along fold line 1740. Movable top support panel
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1734, connected to movable side panel 1706 along fold
line 1736, defines a remaining portion of third void 1764
and movable bottom support panel 1738, connected to
movable side panel 1704 along fold line 1740, defines a
remaining portion of fourth void 1766.

[0145] A first heat-shrink patch 1770 is coupled to in-
terior surface 1701 of blank 1700 to cover void 1760 and
void 1762. In a particular embodiment, heat-shrink patch
1770 is coupled to movable side panel 1702, movable
top support panel 1726 and movable bottom support pan-
el 1730 at least along a boundary line or area, generally
shown by phantom line 1772, which substantially sur-
rounds and/or defines voids 1760 and 1762. Heat-shrink
patch 1770 is coupled to interior surface 1701 atmovable
top support panel 1726 and movable bottom support pan-
el 1730 using any suitable coupling process, such as by
applying an adhesive material or an adhesive layer to
interior surface 1701 and/or a portion of heat-shrink patch
1770, and applying a suitable pressure to couple heat-
shrink patch 1770 to interior surface 1701.

[0146] A second heat-shrink patch 1774 is coupled to
interior surface 1701 of blank 1700 to cover void 1764
and void 1766. In a particular embodiment, heat-shrink
patch 1774 is coupled to movable side panel 1706, mov-
able top support panel 1734 and movable bottom support
panel 1738 at least along a boundary line or area, gen-
erally shown by phantom line 1776, which substantially
surrounds and/or defines voids 1764 and 1766. Heat-
shrink patch 1774 is coupled to interior surface 1701 at
movable side panel 1706, movable top support panel
1734 and movable bottom support panel 1738 using any
suitable coupling process, such as by applying an adhe-
sive material or an adhesive layer to interior surface 1701
and/or a portion of heat-shrink patch 1770, and applying
a suitable pressure to couple heat-shrink patch 1770 to
interior surface 1701.

[0147] As shown in Figure 40, carton 1800 is formed
from blank 1700 by folding blank 1700 about fold lines
1710, 1712, 1714, 1718, 1728, 1732, 1736, 1740, 1744,
1748, 1752 and 1756. In one embodiment, an adhesive
may be applied to portions of blank 1700 to secure carton
1800 together. Top support panel 1726 is connected to
top support panel 1734 to form top 1814 of carton 1800.
Bottom support panel 1730 is connected to bottom sup-
port panel 1738 to form bottom 1816 of carton 1800. Car-
ton 1800 extends a height 1818 measured between top
1814 and bottom 1816 of carton 1800 along a central
longitudinal axis 1820 extending through carton 1800.
As shown in Figure 40, in a first or pre-shrunk configu-
ration, carton 1800 includes side panels 1702, 1704,
1706 and 1708 in a pre-shrunk, first position. In one em-
bodiment, the structure of carton 1800 biases side panels
1702, 1704, 1706 and 1708 in first position. Once carton
1800 has been formed, and either before, simultaneously
with, or after a product is placed within carton 1800, heat-
shrink patches 1770 and 1774 are heat-shrunk to form
packaging assembly 1850, as shown in Figure 41.
[0148] Carton 1800 formed from blank 1700 is subject-
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ed to a suitable heating process, as described above, to
melt heat-shrink patches 1770 and 1774 causing heat-
shrink patches 1770 and 1774 to shrink without adversely
affecting the coupling of heat-shrink patches 1770 and
1774 to interior surface 1701. As heat-shrink patch 1770
melts and shrinks, movable side panel 1702, movable
top support panel 1726 and movable bottom support pan-
el 1730 are moved or urged together to at least partially
close corresponding voids 1760 and 1762. Similarly, as
heat-shrink patch 1774 melts and shrinks, movable side
panel 1706, movable top support panel 1734 and mov-
able bottom support panel 1738 are moved or urged to-
getherto atleastpartially close corresponding voids 1764
and 1766. After the heating process, heat-shrink patches
1770 and 1774 cool and remain in the shrunk configura-
tion to hold or retain carton 1800 in a substantially fixed
second position.

[0149] In this embodiment, with heat-shrink patches
1770 and 1774 in the shrunk position, heat-shrink patch
1770 retains movable side panel 1702, movable top sup-
port panel 1726 and movable bottom support panel 1730
in the second position, and heat-shrink patch 1774 re-
tains movable side panel 1706, movable top support pan-
el 1734 and movable bottom support panel 1738 in the
second position. As shown in Figure 41, atleast a portion
of movable side panels 1702 and/or 1706, at least a por-
tion of movable top support panel 1726 and/or 1734,
and/or at least a portion of movable bottom support pan-
els 1730 and/or 1738 have an arcuate or curved surface
in the second position.

[0150] Referring further to Figures 40 and 41, at least
a portion of side panel 1702, 1704, 1706 and 1708 is
movable between a first position, as shown in Figure 40,
and a second position, as shown in Figure 41. Accord-
ingly, movement between the first position and the sec-
ond position varies or changes a cross-sectional area of
carton 1800 defined between sides 1802, 1804, 1806
and 1808 along height 1818 of carton 1800. In a particular
embodiment, each movable side panel 1702, 1704, 1706
and/or 1708 is biased in the first position, as shown in
Figure 40. In this embodiment, movable side panels
1702, 1704, 1706 and/or 1708 are biased in the first po-
sition using any suitable mechanism, such as a structure
of carton 1800 biasing movable side panels 1702, 1704,
1706 and/or 1708.

[0151] As shown in Figure 42, in one embodiment, a
method 1900 for applying a heat-shrink patch to a carton
for forming a shape of the carton is applied to any suitable
carton including, without limitation, the cartons described
above. ltis apparent to those skilled in the art and guided
by the teachings herein provided that method 1900 is
suitable for applying a heat-shrink patch to any suitable
carton that includes a top panel, a bottom panel, at least
one side panel extending between the top panel and the
bottom panel and at least one movable section that is
movable between a first position and a second position
for forming a shape of the carton. Method 1900 includes
the steps of providing 1902 a heat-shrink patch in a pre-
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shrunk configuration, coupling 1904 the heat-shrink
patch in the pre-shrunk configuration to at least a portion
of aninterior surface of a blank of sheet material including
at least a portion of the movable section, forming 1906
the carton from the blank of sheet material and moving
1908 the movable section from the first position to the
second position to form the shape of the carton. The
shape of the carton is formed by heating the heat-shrink
patch to shrink the heat-shrink patch to a shrunk config-
uration. In one embodiment, the method includes filling
the carton with contents before moving the movable sec-
tion. In an alternative embodiment, the carton is filled with
contents after moving the movable section.

[0152] In an alternative embodiment, a preformed
heat-shrink film tube is coupled to at least a portion of
the interior surface of the blank of sheet material, in ad-
dition to or as an alternative to the heat-shrink patch. In
this embodiment, the heat-shrink film tube is coupled to
the interior surface using any suitable coupling mecha-
nism, such as an adhesive, heat and/or sonic welding.
In a particular embodiment, moist or wet products and/or
products requiring a high barrier protection are loaded
into the heat-shrink film tube. The heat-shrink film tube
and/or the carton are sealed to contain the products with-
in the heat-shrink film tube. The carton is subjected to a
suitable heating process, for example by directing or fo-
cusing heat at a portion of the heat-shrink film tube cov-
ering the voids formed in the carton. The movable sec-
tions of the carton move to at least partially close the
voids during the controlled heating process to shape the
carton, as desired. In this embodiment, the heat-shrink
film tube provides a sealed, liquid-tight moisture barrier
carton. In another alternative embodiment, a heat-shrink
film laminate material is coupled to at least a portion of
the interior surface of the blank of sheet material. The
heat-slink film laminate covers the voids formed in the
blank of sheet material and is exposed to an exterior of
the carton through the voids. The carton is subjected to
a suitable heating process, for example by directing or
focusing heat at the portion of the heat-shrink film lami-
nate covering the voids formed in the carton, to shape
the carton, as desired. The movable sections of the car-
ton move to at least partially close the voids during the
controlled heating process. In this embodiment, the heat-
shrink film laminate provides an additional barrier pro-
tection to the carton.

[0153] In one embodiment, the method includes filling
the carton with contents before moving the movable sec-
tion. In an alternative embodiment, the carton is filled with
contents after moving the movable section. Depending
upon the product type and/or configuration, the carton is
formed and shaped prior to filling the carton with product,
e.g., while the carton is empty. Alternatively, the carton
is formed, the product is loaded into the carton and the
carton is sealed, prior to shaping the carton. In this em-
bodiment, the loaded packaging assembly is subjected
to a controlled heating process in which the heat-shrink
patch is shrunk to shape the carton.
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[0154] Inone embodiment, providing step 1902 further
includes providing a heat-shrink patch in a pre-shrunk
configuration having a marking thereon including graph-
ics for the carton. The marking may include graphics for
the carton or graphics to coordinate with additional graph-
ics printed on the carton. In one embodiment, the mark-
ings are applied using an opaque ink. Alternatively, the
markings may be applied using a translucent ink such
that the markings coordinate with the additional graphics
printed on the carton. The heat-shrink patch includes pol-
yethylene, polypropylene, polyvinyl chloride, polyester,
polyester glycol, nylon and/or oriented polystyrene. In
alternative embodiments, the heat-shrink patch includes
any suitable material or combination of materials known
to those skilled in the art and guided by the teachings
herein provided.

[0155] In one embodiment, coupling step 1904 further
includes applying an adhesive in a registered pattern to
at least a portion of the interior surface of the blank of
sheet material including at least a portion of the movable
section. The heat-shrink patch is cut to correspond to the
registered pattern and adhered to the interior surface of
the blank within the registered pattern. In one embodi-
ment, the adhesive is applied such that the adhesive ex-
tends about a void at least partially defined by the mov-
able section to substantially surround the void. With the
adhesive substantially surrounding the void, the heat-
shrink patch is adhered to the interior surface to cover
the void and provide a seal preventing air and/or con-
taminants from entering the carton through the void. In
alternative embodiments, coupling step 1904 includes
employing any suitable coupling mechanism including,
without limitation, a heating method and/or a sonic weld-
ing method, with orwithout the application ofan adhesive.
[0156] Inone embodiment, afirst movable section and
a second movable section are coupled together along a
fold line and define the void along a portion of the fold
line. Adhesive is applied in a registered pattern to the
interior surface of the blank of sheet material including
at least a portion of the first movable section and at least
a portion of the second movable section. For example,
the adhesive is applied within a boundary area that sub-
stantially surrounds and/or defines the void. The heat-
shrink patch is cutto correspond to the registered pattern.
The heat-shrink patch is adhered to the interior surface
ofthe blankincluding atleast a portion of the first movable
section and at least a portion of the second movable sec-
tion within the registered pattern to cover the void. In this
embodiment, during the moving step the first movable
section is moved or urged towards the second movable
section to at least partially close the void defined along
the fold line.

[0157] In an alternative embodiment, a second heat-
shrink patch is coupled to the second movable section
of the carton. The second movable section is moved from
a first position to a second position to form a shape of
the carton by heating the second heat-shrink patch to a
shrunk configuration. In a particular alternative embodi-
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ment, the second heat-shrink patch is adhered to the
interior surface of the blank to cover a second void at
least partially defined by the second movable section. In
addition to the use of different shrink film materials and/or
controlled temperature applications, a controlled and/or
specifically directed heat, time and/or temperature appli-
cation to at least one area of the carton, such as to at
least one panel or movable section, is utilized in particular
embodiments to achieve a lesser or greater degree of
shaping in the selected area or areas, as desired.
[0158] Inone embodiment, moving step 1908 includes
heating the heat-shrink patch to shrink the heat-shrink
patch to a shrunk configuration and move or urge the
moveable section to the second position to form the
shape of the carton. The movable section may include
at least one panel and/or at least one section of at least
one panel. In this embodiment, the cross-sectional area
of the carton is changed when the moveable section is
moved from the first position to the second position. After
the heating process, the heat-shrink patch is cooled to
remain in the shrunk configuration to hold or retain the
carton in a substantially fixed second position. In one
embodiment, with the heat-shrink patch in the shrunk po-
sition, heat-shrink patch retains the movable panel or at
least a movable section of the panel in the second posi-
tion.

[0159] Inone embodiment, heatis focused at the heat-
shrink patch to shrink the heat-shrink patch to a shrunk
configuration and move the movable section to the sec-
ond position to form the shape of the carton. In a particular
embodiment, heat is applied to selected portions of the
heat-shrink patch at different intensities to differentially
shrink the heat-shrink patch. Additionally, or alternative-
ly, an intensity and/or temperature of the heat can be
varied to create differential shrinkage of the heat-shrink
patch. In one embodiment, a plurality of different heating
temperatures can be applied to at least a portion of the
heat-shrink patch for controlling a degree of shrinkage
of the heat-shrink patch. For example, heat is applied to
a first portion of the heat-shrink patch (or to a first heat-
shrink patch) at a first temperature and heat is applied
to a second portion of the heat-shrink patch (or to a sec-
ond heat-shrink patch) at a second temperature different
from the first temperature.

[0160] In an alternative embodiment, moving step
1908 includes providing a plurality of heat-shrink patches
in a pre-shrunk configuration having different shrink ori-
entations and percentages. The moveable section is
moved from the first position to the second position by
heating the heat-shrink patches to shrink the heat-shrink
patches. Upon heating the different heat-shrink patches,
each heat-shrink patch shrinks to a different degree al-
lowing the heat-shrink patches to form a shape of the
carton.

[0161] In another embodiment, the movable section of
the carton is moved by applying at least one heat-shrink
patch to the blank and heating the atleast one heat-shrink
patch at different temperatures to control the degree of
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shrinkage. As such, the heat-shrink patch forms the
shape of the carton. It is further possible to control the
degree of heat-shrink patch shrinkage by combining any
of the hereinabove described methods. As such, the de-
gree of heat-shrink patch shrinkage can be controlled by
any combination of using a specific heat-shrink patch film
type, controlling the temperature of heating and/or tar-
geting or focusing the heat applied to the heat-shrink
patch. Any or a combination of these methods will facil-
itate moving the movable section of the carton from a
first position to a second position to form a shape of the
carton. This shape may further include a cut-out in the
carton to allow visibility of the product within the carton.
In one embodiment, the moveable section includes at
least a portion of a cut-out formed in the carton which
allows for the movement of the carton. By heating the
different heat-shrink patches, the moveable section can
be moved such that the cut-out is closed by the panels
of the carton or the cut-outis only partially closed to allow
the product included within the carton to be visible to a
consumer.

[0162] In one embodiment, a packaging assembly is
formed that includes a carton having a shape. The carton
includes a top panel, a bottom panel, at least one side
panel extending between the top panel and the bottom
panel and a movable section that is movable between a
first position and a second position. A blank of sheet ma-
terial is provided. The blank includes a first movable sec-
tion coupled to a second movable section at a fold line.
The first movable section and the second movable sec-
tion define a void positioned on the fold line. An adhesive
is applied in a registered pattern to an interior surface of
the blank to substantially surround the void. The heat-
shrink patch is coupled in a pre-shrunk configuration to
the first movable section and the second movable section
within the registered pattern to cover the void. The first
movable section is moved or urged towards the second
movable section to at least partially close the void to form
the shape of the carton. Heat is applied to at least a por-
tion of the heat-shrink patch to shrink the heat-shrink
patch to a shrunk configuration. In one embodiment, heat
is applied at a plurality of temperatures across a dimen-
sion of the heat-shrink patch, e.g., along a length and/or
a width of the heat-shrink patch.

[0163] The methods described hereinabove is per-
formed by a system or machine configured to carry out
the steps shown in Figure 42. In one embodiment, the
system includes a carton having a top panel, a bottom
panel, at least one side panel and at least one moveable
section configured to move from a first position to a sec-
ond position. The system further includes a coupling de-
vice configured to couple the heat-shrink patch in the pre-
shrunk configuration to an interior surface of a blank of
sheet material. In one embodiment, the coupling device
is configured to apply an adhesive in a registered pattern
to at least a portion of the movable section and adhere
the heat-shrink patch to the interior surface of the carton
within the registered pattern. A forming device is config-
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ured to form the carton from the blank of sheet material.
[0164] A heating device is configured to heat at least
aportion of the heat-shrink patch to shrink the heat-shrink
patch to a shrunk configuration to move the movable sec-
tion from the first position to the second position to form
the shape of the carton. The heat-shrinkable film is mov-
able from an initial, first or pre-shrunk configuration to a
second or shrunk configuration having a shorter width
and/or shorter length than in the pre-shrunk configura-
tion. In one embodiment, the heating device is configured
to shrink the heat-shrink patch to the shrunk configuration
to move the movable section to at least partially close a
void at least partially defined by the movable section. The
heat-shrinkfilm is shrinkable to move from the pre-shrunk
configuration to the shrunk configuration to move or urge
the moveable section of the carton to the second position.
In a particular embodiment, as the heat-shrinkable film
shrinks, such as by applying suitable heat, at least one
void defined at least partially by or within the moveable
section at least partially closes to move or urge adjacent
movable sections together. After the heating process,
the heat-shrink patch cools and remains in the shrunk
configuration to hold or retain the carton in a substantially
fixed second position. In one embodiment, with the heat-
shrink patch in the shrunk position, heat-shrink patch re-
tains the movable panel or at least a movable section of
the panel in the second position.

[0165] The packaging assembly of the present inven-
tion including the heat-shrink patch at least partially seals
the carton to protect a product contained within the carton
from tampering and to generally seal the edges, corners
and/or joints of the carton for containing the product within
the carton, as well as protecting the product from con-
tamination. The heat-shrink patch can be used, for ex-
ample, to replace bags or liners sometimes used within
a container for sealing a product. Further, the heat-shrink
patch maintains a shape of the carton for example, to
facilitate displaying, stacking and/or arranging the carton
or a plurality of cartons, and/or maintaining a shape that
facilitates other functionality such as carrying the carton.
[0166] The heat-shrink patch facilitates forming of the
carton, and more specifically moving the moveable sec-
tions of the carton from an initially biased first position to
a second position having an arcuate or curved surface
to form the packaging assembly. Cartons having shapes
that are more complex than conventional rectangular car-
tons may be difficult and therefore costly to manufacture.
As the heat-shrink patch is heated and shrinks the heat-
shrink patch moves, draws or urges the movable sections
to the second position to form a shape of the packaging
assembly. The heat-shrink patch holds the moved sec-
tions in the second position. By moving and holding the
movable sections in second position, the heat-shrink
patch forms a shape of the packaging assembly, and
more specifically the carton, that may be otherwise diffi-
cult and costly to form.

[0167] While the invention has been describedinterms
of various specific embodiments, those skilled in the art
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will recognize that the invention can be practiced with tion.

modification within the scope of the claims.
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4. The method of claim 2, wherein adhering the heat-
shrink patch to the interior surface further comprises
Claims 5 adhering the heat-shrink patch to at least a portion
of the movable section.
A method for applying a heat-shrink patch to a carton
(1100; 1101; 1266; 1400; 1600; 1800) for forming a 5. The method of claim 1, further comprising filling the
shape of the carton, the carton including a top panel carton with contents before moving the movable sec-
(1056; 1228; 1334; 1532, 1538; 1726), a bottom pan- 70 tion.
el (1060; 1232; 1338; 1526; 1730), at least one side
panel (1022, 1024, 1026, 1028; 1023, 1025, 1027, 6. The method of claim 1, further comprising filling the
1029; 1202, 1204, 1206, 1208; 1302, 1304, 1306, carton with contents after moving the movable sec-
1308, 1310, 1312; 1504, 1506, 1508, 1512, 1514, tion.
1516; 1702, 1704, 1706, 1708) extending between 15
the top panel and the bottom panel and a movable 7. The method of claim 1, wherein moving the movable
section (1024, 1026; 1025, 1027, 1029; 1202, 1204, section further comprises focusing heat at the heat-
1206, 1208; 1302, 1304, 1306, 1308, 1310, 1312; shrink patch.
1504, 1506, 1508, 1512, 1514, 1516; 1702, 1704,
1706, 1708, 1726,1730,1734,1738) thatismovable 20 8. The method of claim 1, wherein moving the movable
between a first position and a second position, the section further comprises applying heat to portions
method comprising: of the heat-shrink patch at different intensities to dif-
ferentially shrink the heat-shrink patch.
providing a heat-shrink patch (1090; 1091;
1272; 1382; 1576, 1580; 1770, 1774) ina pre- 25 9. The method of claim 1, wherein moving the movable
shrunk configuration; section further comprises varying an intensity of heat
coupling the heat-shrink patch in the pre-shrunk applied to the movable section.
configuration to at least a portion of an interior
surface (1021; 1022; 1201; 1301; 1501; 1701) 10. The method of claim 1, wherein the carton comprises
of a blank of sheet material (1020; 1021; 1200; 30 a first movable section connected to a second mov-
1300; 1500; 1700) including at least a portion of able section, and moving the movable section further
the movable section; comprises drawing the first movable section towards
forming the carton from the blank of sheet ma- the second movable section to at least partially close
terial, wherein the heat-shrink patch in the pre- a void (1088; 1094; 1264, 1266, 1268, 1270; 1370,
shrunk configuration is coupled to the interior 35 1372, 1374, 1376, 1378, 1380; 1560, 1562; 1760,
surface of the formed carton; and 1762, 1764, 1766) defined between the firstmovable
moving the movable section from the first posi- section and the second movable section.
tion to the second position to form the shape of
the carton by heating the heat-shrink patch to 11. The method of claim 1, wherein the heat-shrink patch
shrink the heat-shrink patch to a shrunk config- 40 comprises at least one of polyethylene, polypropyl-
uration. ene, polyvinyl chloride, polyester, polyester glycol,
nylon and/or oriented polystyrene.
2. The method of claim 1, wherein coupling the heat-
shrink patch further comprises: 12. The method of claim 1, wherein moving the movable
45 section further comprises:
applying an adhesive in a registered pattern to
at least a portion of the movable section; providing a plurality of heat-shrink patches in a
cutting the heat-shrink patch to correspond to pre-shrunk configuration having different shrink
the registered pattern; and orientations and percentages;
adhering the heat-shrink patch tothe interior sur- 50 coupling each heat-shrink patch to a corre-
face within the registered pattern. sponding movable section of a plurality of mov-
able sections; and
The method of claim 2, wherein applying an adhesive moving each movable section from the first po-
in a registered pattern further comprises applying sition to the second position to form the shape
the adhesive to substantially surround a void (1088; 55 of the carton by heating each heat-shrink patch
1094; 1264, 1266, 1268, 1270; 1370, 1372, 1374, to shrink each heat-shrink patch.
1376, 1378, 1380; 1560, 1562; 1760, 1762, 1764,
1766) at least partially defined by the movable sec- 13. The method of claim 1, wherein moving the movable
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section further comprises applying a plurality of dif-
ferent heating temperatures to at least a portion of
the heat-shrink patch for controlling a degree of
shrinkage of the heat-shrink patch.

The method of claim 1, further comprising:

controlling a degree of shrinkage of the heat-
shrink patch by at least one of using a specific
type of film material, controlling a temperature
of the heating, and focusing the heating on the
heat-shrink patch; and

moving the movable section from the first posi-
tion to the second position to form the shape that
includes at least one cut-out in the carton such
that a product included within the carton is visi-
ble.

The method of claim 1, wherein moving the movable
section further comprises changing a cross-section-
al area of at least a portion of the carton.

The method of claim 1, wherein the carton comprises
a first movable section and a second movable sec-
tion, the method further comprising:

coupling a second heat-shrink patch to a second
movable section of the carton; and

moving the second movable section from a first
position to a second position to form a shape of
the carton by heating the second heat-shrink
patch to shrink the second heat-shrink patch to
a shrunk configuration.

The method of claim 16, wherein moving the second
movable section further comprises moving the first
movable section towards the second movable sec-
tion to close a void (1088; 1094; 1264, 1266, 1268,
1270; 1370, 1372, 1374, 1376, 1378, 1380; 1560,
1562; 1760, 1762, 1764, 1766) defined along a fold
line coupling the first movable section to the second
movable section.

A method for forming a packaging assembly (1150,
1151; 1299; 1450; 1650; 1850) including a carton
(1100; 1101; 1266; 1400; 1600; 1800) having a
shape, the carton including a top panel (1056; 1228;
1334; 1532, 1538; 1726), a bottom panel (1060;
1232; 1338; 1526; 1730), at least one side panel
(1022, 1024, 1026, 1028; 1023, 1025, 1027, 1029;
1202, 1204, 1206, 1208; 1302, 1304, 1306, 1308,
1310, 1312; 1504, 1506, 1508, 1512, 1514, 1516;
1702, 1704, 1706, 1708) extending between the top
panel and the bottom panel and a movable section
(1024, 1026; 1025, 1027, 1029; 1202, 1204, 12086,
1208; 1302, 1304, 1306, 1308, 1310, 1312; 1504,
1506, 1508, 1512, 1514, 1516; 1702, 1704, 1706,
1708, 1726, 1730, 1734, 1738) that is movable be-
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tween a first position and a second position, the
method comprising:

providing a blank sheet of material (1020; 1021;
1200; 1300; 1500; 1700) having a first movable
section coupled to a second movable section at
afold line, the first movable section and the sec-
ond movable section defining a void (1088;
1094; 1264, 1266, 1268, 1270; 1370, 1372,
1374, 1376, 1378, 1380; 1560, 1562; 1760,
1762, 1764, 1766) positioned on the fold line;
applying an adhesive in a registered pattern to
an interior surface (1021; 1022; 1201; 1301;
1501; 1701) of the blank and substantially sur-
rounding the void;

coupling a heat-shrink patch (1090; 1091; 1272;
1382; 1576, 1580; 1770, 1774) in a pre-shrunk
configuration to each of the first movable section
and the second movable section within the reg-
istered pattern to cover the void;

forming the carton from the blank wherein the
heat-shrink patch in the pre-shrunk configura-
tion is coupled to the interior surface of the
formed carton; and

moving the first movable section towards the
second movable section to at least partially
close the void to form the shape of the carton
by applying heat to the heat-shrink patch to
shrink the heat-shrink patch to a shrunk config-
uration.

The method of claim 18, wherein heat is applied to
at least a portion of the heat-shrink patch.

The method of claim 18, wherein heat is applied to
a first portion of the heat-shrink patch at a first tem-
perature and heat is applied to a second portion of
the heat-shrink patch at a second temperature dif-
ferent from the first temperature.

The method of claim 18, wherein heat is applied at
a plurality of temperatures across a dimension of the
heat-shrink patch.

A system for applying a heat-shrink patch (1090;
1091; 1272; 1382; 1576, 1580; 1770, 1774) to a car-
ton (1100; 1101; 1266; 1400; 1600; 1800) for forming
a shape of the carton, the system comprising:

a blank of sheet material (1020; 1021; 1200;
1300; 1500; 1700) comprising a top panel (1056;
1228; 1334; 1532, 1538; 1726), a bottom panel
(1060; 1232; 1338; 1526; 1730), at least one
side panel (1022, 1024, 1026, 1028; 1023, 1025,
1027, 1029; 1202, 1204, 1206, 1208; 1302,
1304, 1306, 1308, 1310, 1312; 1504, 1506,
1508, 1512, 1514, 1516; 1702, 1704, 1706,
1708) extending between the top panel and the
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bottom panel and a movable section (1024,
1026; 1025, 1027, 1029; 1202, 1204, 1206,
1208; 1302, 1304, 1306, 1308, 1310, 1312;
1504, 1506, 1508, 1512, 1514, 1516; 1702,
1704, 1706, 1708, 1726, 1730, 1734, 1738) that
is movable between afirst position and a second
position;

a coupling device configured to couple the heat-
shrink patch in the pre-shrunk configuration to
an interior surface (1021; 1022; 1201; 1301;
1501; 1701) of the blank of sheet material;

a forming device configured to form the carton
from the blank of sheet material wherein the
heat-shrink patch in the pre-shrunk configura-
tion is coupled to the interior surface of the
formed carton; and

a heating device configured to heat at least a
portion of the heat-shrink patch to shrink the
heat-shrink patch to a shrunk configuration to
move the movable section from the first position
to the second position to form the shape of the
carton.

The system of claim 22, wherein the coupling device
is further configured to apply an adhesive in a reg-
istered pattern to at least a portion of the movable
section and adhere the heat-shrink patch to the in-
terior surface of the blank within the registered pat-
tern.

The system of claim 22, wherein the heating device
is further configured to shrink the heat-shrink patch
to the shrunk configuration to move the movable sec-
tion to at least partially close a void (1088; 1094;
1264, 1266, 1268, 1270; 1370, 1372, 1374, 1376,
1378, 1380; 1560, 1562; 1760, 1762, 1764, 1766)
at least partially defined by the movable section.

An assembly (154; 312) for packaging a product, the
assembly comprising:

a carton (100; 266) having a top (114; 276), a
bottom (116; 278), and a side (102, 104, 106,
108, 110, 112; 268, 270, 272, 274) extending
between the top and the bottom, wherein atleast
one of the top, the bottom, and the side com-
prises a movable section (136, 138, 140, 142,
144, 146; 298, 300, 302, 304) that is movable
between a first position and a second position,
the movable section being biased to the first po-
sition, the carton extends a height (118; 280)
measured between the top and bottom of the
carton, the side comprises a plurality of sides,
the movable section comprises a movable sec-
tion on each of the plurality of sides, each of the
movable sections comprises an upper extension
(126; 288) extending from an upper portion (122;
284) of the respective side along an upper fold
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line (90; 256), and a lower extension (128; 290)
extending from a lower portion (124; 286) of the
respective side along a lower fold line (94; 260)
and joined to the upper extension of the respec-
tive side along a central fold line (96; 262), and
each of the movable section central fold lines
are located along a central longitudinal axis
(120; 282) of the carton at a generally equal dis-
tance from the top of the carton, the central fold
lines of the movable sections being spaced a
greater radial distance from the central longitu-
dinal axis of the carton in the first position than
inthe second position, wherein the movable sec-
tions are movable from the first position to the
second position by bending the upper and lower
extensions along the upper, lower, and central
fold lines to move the central fold lines generally
radially toward the central longitudinal axis of
the carton to reduce a cross-sectional area of
the carton defined between the movable sec-
tions; and

a heat-shrinkable layer (152; 310) overlapping
at least a portion of the carton for forming the
carton, the heat-shrinkable layer moves the
movable section from the first position to the sec-
ond position when the heat-shrinkable layer is
heated to come into contact with the portion of
the carton.

The assembly of claim 25, wherein the plurality of
sides comprises six sides and the carton comprises
a generally hexagonal cross section.

The assembly of claim 25, wherein the plurality of
sides comprises four sides and the carton comprises
a generally rectangular cross section.

An assembly (790) for packaging a product, the as-
sembly comprising:

acarton (740) having atop (750), abottom (752),
and a side (742, 744, 746, 748, 784, 786) ex-
tending between the top and the bottom, where-
in at least one of the top, the bottom, and the
side comprises a movable section (772, 774,
776, 778) thatis movable between afirst position
and a second position, the movable section be-
ing biased to the first position,

wherein the side is a first side, the carton further
comprises a second side, a third side, and a
fourth side, each of the first, second, third, and
fourth sides extending from the bottom to the
top of the carton, and the movable section com-
prises a first extension (754, 756, 758, 760) ex-
tending from the first side along a first fold line
(726) and a second extension (754, 756, 758,
760) extending from the second side along a
second fold line (734), wherein the movable sec-
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tion is movable from the first position to the sec-
ond position by bending the first and second ex-
tensions along the first and second fold lines to
move the first extension over the second exten-
sion such that the first extension at least partially
overlaps the second extension, wherein in the
first position an opening (730) is defined be-
tween the first and second extensions andin the
second position the first and second extensions
form a fifth side of the carton defined between
the first and second sides and obliquely angled
with respect to the first and second sides; and
a heat-shrinkable layer (788) overlapping at
least a portion of the carton for forming the car-
ton, the heat-shrinkable layer moves the mova-
ble section from the first position to the second
position when the heat-shrinkable layer is heat-
ed to come into contact with the portion of the
carton.

The assembly of claim 28, wherein at least one of
the first fold line and the second fold line is at least
partially curved.

The assembly of claim 28, wherein the first side com-
prises a curved surface when the movable section
is in the second position.

The assembly of claim 28, wherein the fifth side ex-
tends only a portion of a height of the carton meas-
ured between the top and bottom of the carton.

The assembly of claim 28, wherein the first extension
substantially overlaps the second extension when
the movable section is in the second position.

An assembly (422; 534) for packaging a product, the
assembly comprising;

a carton (380; 490) having a top (390; 500), a
bottom (392; 502), and a side (382, 384, 386,
388; 492,494,496, 498) extending between the
top and the bottom, wherein at least one of the
top, the bottom, and the side comprises a mov-
able section (412,414;522, 524) thatis movable
between a first position and a second position,
the movable section being biased to the first po-
sition, wherein the side is a first side, the carton
further comprises a second side, a third side,
and a fourth side, each of the first, second, third,
and fourth sides extending from the bottom to
the top of the carton, the movable section com-
prises a movable section on any two opposite
sides of the first, second, third, and fourth sides,
and each of the movable sections comprises an
upper extension (402; 512) extending from an
upper portion (398; 508) of the respective side
along an upper fold line (374; 484), and a lower
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extension (404;514) extending from alower por-
tion (400; 510) of the respective side along a
lower fold line (378; 488), wherein the movable
sections are movable from the first position to
the second position by bending the upper and
lower extensions along the upper and lower fold
lines to obliquely angle the upper and lower ex-
tensions with respect to the respective side and
thereby vary a cross-sectional area of the carton
along aheight (394; 504) of the carton measured
between the top and the bottom; and

a heat-shrinkable layer (420; 532) overlapping
at least a portion of the carton for forming the
carton, the heat-shrinkable layer moves the
movable section from the first position to the sec-
ond position when the heat-shrinkable layer is
heated to come into contact with the portion of
the carton.

The assembly of claim 33, wherein the two opposite
sides of the first, second, third, and fourth sides each
comprise an intermediate portion between the upper
and lower extensions of the respective side.

The assembly of claim 33, wherein the carton com-
prises a generally rectangular cross section.

The assembly of claim 33, wherein at least one of
the first, second, third, and fourth sides comprises a
curved edge.

The assembly of claim 36, wherein the curved edge
extends only a portion of the height of the carton.

An assembly (422; 644) for packaging a product, the
assembly comprising:

a carton (380; 600) having a top (390; 610), a
bottom (392; 612), and a side (382, 384, 386,
388; 602, 604, 606, 608) extending between the
top and the bottom, wherein at least one of the
top, the bottom, and the side comprises a mov-
able section that is movable between a first po-
sition and a second position, the movable sec-
tion (412, 414; 630, 632, 634, 636) being biased
to the first position, wherein the side is a plurality
of sides extending from the bottom to the top of
the carton, the movable section comprises a
movable section on each of the plurality of sides,
and each of the movable sections comprises an
intermediate portion (370; 622) of the respective
side extending from an upper portion (398; 618)
of the respective side along an upper fold line
(374; 596) and extending from a lower portion
(400; 620) of the respective side along a lower
fold line (378; 598), wherein the movable sec-
tions are movable from the first position to the
second position by bending along the upper and
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lower fold lines to obliquely angle the interme-
diate portions with respect to the respective
sides and thereby vary a cross-sectional area
of the carton along a height (394; 614) of the
carton measured between the top and the bot-
tom; and

a heat-shrinkable layer (420; 642) overlapping
at least a portion of the carton for forming the
carton, the heat-shrinkable layer moves the
movable section from the first position to the sec-
ond position when the heat-shrinkable layer is
heated to come into contact with the portion of
the carton.

The assembly of claim 38, wherein the plurality of
sides comprises four sides and the carton comprises
a generally rectangular cross section.

The assembly of claim 38, wherein at least one of
the plurality of sides comprises a curved edge.

The assembly of claim 40, wherein the curved edge
extends only a portion of the height of the carton.

The assembly of claim 38, wherein at least one of
the plurality of sides comprises a curved surface.

The assembly of claim 42, wherein the curved sur-
face extends only a portion of the height of the carton.

A method for packaging a product, the method com-
prising:

forming a carton (100; 266) having a top (114;
276), a bottom (116; 278), and a side (102, 104,
106, 108, 110, 112; 268, 270, 272, 274) extend-
ing between the top and the bottom, and a mov-
able section (136, 138, 140, 142, 144, 146; 298,
300, 302, 304) that is movable between a first
position and a second position, the movable sec-
tion being biased to the first position, the carton
extending a height (118; 280) measured be-
tween the top and bottom of the carton, the side
comprises a plurality of sides, the movable sec-
tion comprises a movable section on each of the
plurality of sides, each of the movable sections
comprises an upper extension (126; 288) ex-
tending from an upper portion (122; 284) of the
respective side along an upper fold line (90;
256), and a lower extension (128; 290) extend-
ing from a lower portion (124; 286) of the respec-
tive side along a lower fold line (94; 260) and
joined to the upper extension of the respective
side along a central fold line (96; 262), and each
of the movable section central fold lines are lo-
cated along a central longitudinal axis (120; 282)
of the carton at a generally equal distance from
the top of the carton, the central fold lines of the

10

20

25

30

35

40

45

50

55

32

45.

46.

47.

62

movable sections being spaced a greater radial
distance from the central longitudinal axis of the
carton in the first position than in the second
position, wherein the movable sections are mov-
able from the first position to the second position
by bending the upper and lower extensions
along the upper, lower, and central fold lines to
move the central fold lines generally radially to-
ward the central longitudinal axis of the carton
to reduce a cross-sectional area of the carton
defined between the movable sections;
wrapping a heat-shrinkable layer (152; 310)
around at least a portion of the carton including
at least a portion of the movable section of the
carton; and

moving the movable section from the first posi-
tion to the second position to form a shaped
package assembly by heating the heat-shrink-
able layer to shrink the heat-shrinkable layer into
contact with at least a portion of the movable
section.

The method of claim 44, wherein forming a carton
further comprises forming a carton having six sides
and a generally hexagonal cross section.

The method of claim 44, wherein forming a carton
further comprises forming a carton having four sides
and a generally rectangular cross section.

A method for packaging a product, the method com-
prising:

forming a carton (740) having a top (750), a bot-
tom (752), and a side 742, 744, 746, 748, 784,
786) extending between the top and the bottom,
and a movable section (772,774,776, 778) that
is moveable between a first position and a sec-
ond position, the movable section being biased
to the first position, wherein the side is a first
side, the carton further comprises a second side,
a third side, and a fourth side, each of the first,
second, third, and fourth sides extending from
the bottom to the top of the carton, and the mov-
able section comprises a first extension (754,
756, 758, 760) extending from the first side along
a first fold line (726) and a second extension
(754, 756, 758, 760) extending from the second
side along a second fold line (734), wherein the
movable section is movable from the first posi-
tion to the second position by bending the first
and second extensions along the first and sec-
ond fold lines to move the first extension over
the second extension such that the first exten-
sion at least partially overlaps the second exten-
sion, wherein in the first position an opening
(730) is defined between the first and second
extensions and in the second position the first
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and second extensions form a fifth side of the
carton defined between the first and second
sides and obliquely angled with respect to the
first and second sides;

wrapping a heat-shrinkable layer (788) around
at least a portion of the carton including at least
a portion of a movable section of the carton; and
moving the movable section from the first posi-
tion to the second position to form a shaped
package assembly (790) by heating the heat-
shrinkable layer to shrink the heat-shrinkable
layer into contact with at least a portion of the
movable section.

The method of claim 47, wherein forming a carton
comprises forming a carton wherein at least one of
the first fold line and the second fold line is at least
partially curved.

The method of claim 47, wherein forming a carton
comprises forming a carton wherein the first side has
a curved surface when the movable section is in the
second position.

The method of claim 47, wherein forming a carton
comprises forming a carton wherein the fifth side ex-
tends only a portio of a height of the carton measured
between the top and bottom of the carton.

The method of claim 47, wherein forming a carton
comprises forming a carton wherein the first exten-
sion substantially overlaps the second extension
when the movable section is in the second position.

A method for packaging a product, the method com-
prising:

forming a carton (380; 490) having a top (390;
500), a bottom (392; 502), and a side (382, 384,
386, 388; 492, 494, 496, 498) extending be-
tween the top and the bottom, and a movable
section (412, 414; 522, 524) that is movable be-
tween a first position and a second position, the
movable section being biased to the first posi-
tion, wherein the side is a first side, the carton
further comprises a second side, a third side,
and a fourth side, each of the first, second, third,
and fourth sides extending from the bottom to
the top of the carton, the movable section com-
prises a movable section on any two opposite
sides of the first, second, third, and fourth sides,
and each of the movable sections comprises an
upper extension (402; 512) extending from an
upper portion (398; 508) of the respective side
along an upper fold line (374; 484), and a lower
extension (404; 514) extending from a lower por-
tion (400; 510) of the respective side along a
lower fold line (378; 488), wherein the movable
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sections are movable from the first position to
the second position by bending the upper and
lower extensions along the upper and lower fold
lines to obliquely angle the upper and lower ex-
tensions with respect to the respective side and
thereby vary a cross-sectional area of the carton
along aheight (394; 504) of the carton measured
between the top and the bottom;

wrapping a heat-shrinkable layer (420; 532)
around at least a portion of the carton including
at least a portion of a movable section of the
carton; and

moving the movable section from the first posi-
tion to the second position to form a shaped
package assembly (422; 534) by heating the
heat-shrinkable layer to shrink the heat-shrink-
able layer into contact with at least a portion of
the movable section.

The method of claim 52, wherein forming a carton
comprises forming a carton wherein the two opposite
sides of the first, second, third, and fourth sides each
comprise an intermediate portion between the upper
and lower extensions of the respective side.

The method of claim 52, wherein forming a carton
comprises forming a carton having a generally rec-
tangular cross section.

The method of claim 52, wherein forming a carton
comprises forming the carton wherein at least one
of the first, second, third, and fourth sides comprises
a curved edge.

The method of claim 55, wherein forming a carton
comprises forming the carton such that the curved
edge extends only a portion of the height of the car-
ton.

A method for packaging a product, the method com-
prising:

forming a carton (380; 600) having a top (390;
610), a bottom (392; 612), and a side (382, 384,
386, 388; 602, 604, 606, 608) extending be-
tween the top and the bottom, and a movable
section (412, 414; 630, 632, 634, 636) that is
movable between a first position and a second
position, the movable section being biased to
the first position, wherein the side is a plurality
of sides extending from the bottom to the top of
the carton, the movable section comprises a
movable section on each of the plurality of sides,
and each of the movable sections comprises an
intermediate portion (370; 622) of the respective
side extending from an upper portion (398; 618)
of the respective side along an upper fold line
(374; 596) and extending from a lower portion
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(400; 620) of the respective side along a lower
fold line (378; 598), wherein the movable sec-
tions are movable from the first position to the
second position by bending along the upper and
lower fold lines to obliquely angle the interme-
diate portions with respect to the respective
sides and thereby vary a cross-sectional area
of the carton along a height (394; 614) of the
carton measured between the top and the bot-
tom;

wrapping a heat-shrinkable layer (420; 642)
around at least a portion of the carton including
at least a portion of a movable section of the
carton; and

moving the movable section from the first posi-
tion to the second position to form a shaped
package assembly (422; 644) by heating the
heat-shrinkable layer to shrink the heat-shrink-
able layer into contact with at least a portion of
the movable section.

The method of claim 57, wherein forming a carton
comprises forming a carton having four sides and a
generally rectangular cross section.

The method of claim 57, wherein forming a carton
comprises forming a carton such that at least one of
the plurality of sides comprises a curved edge.

The method of claim 59, wherein forming a carton
comprises forming a carton such that the curved
edge extends only a portion of the height of the car-
ton.

The method of claim 57, wherein forming a carton
comprises forming a carton such that at least one of
the plurality of sides comprises a curved surface.

The method of claim 61, wherein forming a carton
comprises forming a carton such that the curved sur-
face extends only a portion of the height of the carton.

A method for applying a heat shrinkable film (152;
310; 642; 788) to a carton (100; 266; 380; 600; 740)
forforming a shape of the carton, the carton including
a top panel (114; 276; 610; 750), a bottom panel
(116; 278; 612; 752), a plurality of side panels (102,
104, 106, 108, 110, 112; 268, 270, 272, 274; 602,
604, 606, 608; 742, 744, 746, 748) extending be-
tween the top panel and the bottom panel, and a
movable section (136, 138, 140, 142, 144, 146; 298,
300 302, 304; 630, 632, 634, 636; 772, 774, 776,
778) that is movable between a first position and a
second position, the method comprising:

providing a heat-shrinkable but unshrunken film;
wrapping the film in an unheated condition
around at least a portion of the carton including
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at least a portion of the movable section of the
carton, wherein the movable section including
at least one opening (98; 264) having a size and
at least one movable panel, wherein the at least
one opening is a cut-out defined within at least
one of the plurality of side panels; and

moving the movable section from the first posi-
tion to the second position to form the shape of
the carton by heating the heat-shrinkable film to
shrink the heat-shrinkable film into contact with
atleasta portion of the movable section, wherein
moving the movable section includes moving
the at least one movable panel and reducing the
size of the at least one opening of the movable
section.

The method of claim 63, wherein providing a heat-
shrinkable but unshrunken film further comprises:

providing a heat-shrinkable but unshrunken film
having a leading end and a trailing end unat-
tached to the leading end;

bonding the leading end of the film to the carton;
wrapping the film in an unheated condition
around at least a portion of the carton including
at least a portion of the movable section of the
carton; and

bonding the trailing end of the film to atleast one
of the carton and the film itself.

The method of claim 64, wherein the carton further
includes at least one seam wherein the at least one
seamis formed when atleasttwo panels are adhered
to one another, and wherein bonding the leading end
of the film to the carton further comprises bonding
the leading end of the film within a seam of the carton
such that the leading end is not visible.

The method of claim 63, wherein providing a heat-
shrinkable but unshrunken film further comprises
providing a heat-shrinkable but unshrunken film in
the form of a pre-formed sleeve, the sleeve having
an opening sized to receive the carton.

The method of claim 66, wherein providing a heat-
shrinkable but unshrunken film in the form of a pre-
formed sleeve further comprises:

inserting the carton into the sleeve opening; and
moving the movable section from the first posi-
tion to the second position to form a shape of
the carton by heating the heat-shrinkable sleeve
to shrink the heat-shrinkable sleeve into contact
with at least a portion of the movable section.

The method of claim 63, wherein providing a heat-
shrinkable but unshrunken film further comprises
providing a heat-shrinkable but unshrunken film that
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includes a marking thereon.

The method of claim 63, wherein providing a heat-
shrinkable but unshrunken film further comprises
providing a heat-shrinkable but unshrunken film hav-
ing a marking thereon including graphics for the car-
ton, wherein the graphics are applied using an
opaque ink.

The method of claim 63, wherein providing a heat-
shrinkable but unshrunken film further comprises
providing a heat-shrinkable but unshrunken film hav-
ing a marking thereon including graphics for the car-
ton, wherein the graphics are applied using a trans-
lucent ink such that the film graphics coordinate with
additional graphics printed on the carton.

The method of claim 63, wherein providing a heat-
shrinkable but unshrunken film further comprises
providing a heat-shrinkable but unshrunken film
manufactured from at least one of polyethylene,
polypropylene, polyvinyl chloride, polyester, polyes-
ter glycol, nylon, and/or oriented polystyrene.

The method of claim 63, wherein the carton extends
a height measured between the top and the bottom
of the carton, and the film extends a height greater
than the carton height, and wherein wrapping the
film further comprises:

wrapping the film in an unheated condition
around the carton including the movable section
of the carton wherein the film extends a distance
outwardly from at least one of the top and the
bottom of the carton; and

heating the heat-shrinkable film to shrink the
heat-shrinkable film into contact with at least a
portion of the at least one of the top and the
bottom of the carton for providing at least one
of atamper resistance measure, a moisture bar-
rier, and a sifting barrier.

The method of claim 63, wherein the carton extends
a height measured between the top and the bottom
of the carton, and the film extends a height less than
the carton height, and wherein wrapping the film fur-
ther comprises wrapping the filmin an unheated con-
dition around a portion of the carton including atleast
a portion of the movable section of the carton.

The method of claim 63, wherein moving the mova-
ble section further comprises:

providing a plurality of heat-shrinkable film types
including heat-shrinkable films having different
shrink orientations and percentages; and

moving the movable section from the first posi-
tion to the second position using the plurality of
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the heat-shrinkable film types to form a shape
of the carton by heating the heat-shrinkable film
to shrink the heat-shrinkable film into contact
with at least a portion of the movable section.

The method of claim 63, wherein moving the mova-
ble section further comprises applying a plurality of
different heating temperatures to at least a portion
of the heat-shrinkable film for controlling a degree of
shrinkage of the film.

The method of claim 63, further comprising:

controlling a degree of shrinkage of the film by
at least one of using a specific type of film, con-
trolling a temperature of the heating, and target-
ing the heating on the film; and

moving the movable section from the first posi-
tion to the second position to form a shape that
includes at least one cut-out in the carton such
that a product included within the carton is visi-
ble.

The method of claim 63, wherein the moving the
movable section further comprises changing a cross
sectional area of at least a portion of the carton.

The method of claim 63, wherein the movable sec-
tion comprises a first movable section and a second
movable section, and moving the movable section
further comprises overlapping the second movable
section with the first movable section.

A system for applying a heat shrinkable film (152;
310; 642; 788) to a carton (100; 266; 380; 600; 740)
for forming a shape of the carton, the system com-
prising:

a carton comprising a top panel (114; 276; 610;
750), a bottom panel (116; 278; 612; 752), a
plurality of side panels (102, 104, 106, 108, 110,
112; 268, 270, 272, 274; 602, 604, 606, 608;
742,744,746, 748) extending between the top
panel and the bottom panel, and a movable sec-
tion (136, 138, 140, 142,144, 146; 298, 300 302,
304; 630, 632, 634, 636; 772, 774, 776, 778)
that is movable between a first position and a
second position;

a wrapping device configured to wrap a heat-
shrinkable but unshrunken film in an unheated
condition around at least a portion of the carton
including at least a portion of the movable sec-
tion of the carton, wherein the movable section
including at least one opening (98; 264) having
a size and at least one movable panel, wherein
the atleast one opening is a cut-out defined with-
in at least one of the plurality of side panels; and
a heating device configured to heat at least a
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portion of the heat-shrinkable film into contact
with at least a portion of the movable section to
move the movable section from the first position
to the second position to form a shape of the
carton, wherein moving the movable section in-
cludes moving the at least one movable panel
and reducing the size of the at least one opening
of the movable section.

The system of claim 79, wherein the heat-shrinkable
but unshrunken film includes a leading end and a
trailing end unattached to the leading end, and
wherein the wrapping device is further configured to:

bond the leading end of the film to the carton;
wrap the film in an unheated condition around
at least a portion of the carton including at least
a portion of the movable section of the carton;
and

bond the trailing end of the film to at least one
of the carton and the film itself.

The system of claim 80, wherein the carton further
includes at least one seam wherein the at least one
seam is formed when atleast two panels are adhered
to one another, and wherein the wrapping device is
further configured to bond the leading end of the film
within a seam of the carton such that the leading end
is not visible.

The system of claim 79, wherein the wrapping device
is further configured to insert the carton into a heat-
shrinkable but unshrunken film in the form of a pre-
formed sleeve, the sleeve having an opening sized
to receive the carton.

Patentanspriiche

1.

Verfahren zum Aufbringen eines Warmeschrumpf-
elements auf einen Karton (1100; 1101; 1266; 1400;
1600; 1800), um eine Gestalt des Kartons auszubil-
den, wobei der Karton eine obere Flache (1056;
1228; 1334; 1532, 1538; 1726), eine untere Flache
(1060; 1232;1338; 1526; 1730), zumindest eine Sei-
tenflache (1022, 1024, 1026, 1028; 1023, 1025,
1027, 1029; 1202, 1204, 1206, 1208; 1302, 1304,
1306, 1308, 1310, 1312; 1504,1506, 1508, 1512,
1514, 1516; 1702, 1704, 1706, 708), die sich zwi-
schen der oberen und der unteren Flache erstreckt,
und einen bewegbaren Abschnitt (1024, 1026; 1025,
1027, 1029; 1202,1204, 1206,1208; 1302, 1304,
1306, 1308, 1310, 1312; 1504, 1506, 1508, 1512,
1514, 1516; 1702, 1704, 1706, 1708, 1726, 1730,
1734, 1738) umfasst, der zwischen einer ersten Po-
sition und einer zweiten Position bewegbar ist, wobei
das Verfahren Folgendes umfasst:
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Bereitstellen eines Warmeschrumpfelements
(1090; 1091; 1272; 1382; 1576, 1580; 1770,
1774) in einer vorgeschrumpften Konfiguration;
Verbinden des Warmeschrumpfelements in der
vorgeschrumpften Konfiguration mit zumindest
einem Abschnitt einer Innenflache (1021; 1022;
1201; 1301; 1501; 1701) eines Zuschnitts von
Plattenmaterial (1020; 1021; 1200; 1300; 1500;
1700), der zumindest einen Teil des bewegba-
ren Abschnitts umfasst;

Ausbilden des Kartons vom Zuschnitt von Plat-
tenmaterial, wobei das Warmeschrumpfele-
ment in der vorgeschrumpften Konfiguration mit
der Innenflache des ausgebildeten Karton ver-
bunden wird; und

Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um die
Gestalt des Kartons auszubilden, indem das
Warmeschrumpfelement erhitzt wird, um das
Warmeschrumpfelement zu einer geschrumpf-
ten Konfiguration schrumpfen zu lassen.

2. Verfahren nach Anspruch 1, wobei das Verbinden

des Warmeschrumpfelements ferner Folgendes
umfasst:

Aufbringen eines Haftmittels in einem register-
haltigen Muster auf zumindest einen Teil des
bewegbaren Abschnitts;

Zuschneiden des Warmeschrumpfelements,
sodass es mitdem registerhaltigen Muster Giber-
einstimmt; und

Anhaften des Warmeschrumpfelements auf der
Innenflache im registerhaltigen Muster.

Verfahren nach Anspruch 2, wobei das Aufbringen
eines Haftmittels in einem registerhaltigen Muster
ferner das Aufbringen des Haftmittels umfasst, um
im Wesentlichen einer Leerstelle (1088; 1094; 1264,
1266, 1268, 1270; 1370,1372,1374,1376, 1378,
1380; 1560, 1562; 1760, 1762, 1764, 1766) zu um-
geben, die zumindest teilweise durch den bewegba-
ren Abschnitt definiert ist.

Verfahren nach Anspruch 2, wobei das Anhaften des
Warmeschrumpfelements auf der Innenflache fer-
ner das Anhaften des Warmeschrumpfelements auf
zumindest einen Teil des bewegbaren Abschnitts
umfasst.

Verfahren nach Anspruch 1, ferner umfassend das
Beftillen des Kartons mit Inhalt, bevor der bewegba-
re Abschnitt bewegt wird.

Verfahren nach Anspruch 1, ferner umfassend das
Beflillen des Kartons mit Inhalt, nachdem der be-
wegbare Abschnitt bewegt wurde.
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Verfahren nach Anspruch 1, wobei das Bewegen
des bewegbaren Abschnitts ferner das Konzentrie-
ren von Warme im Warmeschrumpfelement um-
fasst.

Verfahren nach Anspruch 1, wobei das Bewegen
des bewegbaren Abschnitts ferner das Aufbringen
von Warme auf Teilen des Warmeschrumpfele-
ments in verschiedener Intensitat umfasst, um das
Warmeschrumpfelement unterschiedlich schrump-
fen zu lassen.

Verfahren nach Anspruch 1, wobei das Bewegen
des bewegbaren Abschnitts ferner das Variieren der
Intensitat der auf den bewegbaren Abschnitt beauf-
schlagten Warme umfasst.

Verfahren nach Anspruch 1, wobei der Karton einen
ersten bewegbaren Abschnittumfasst, der miteinem
zweiten bewegbaren Abschnitt verbunden ist, und
wobei das Bewegen des bewegbaren Abschnitts fer-
ner das Ziehen des ersten bewegbaren Abschnitts
hin zum zweiten bewegbaren Abschnitt umfasst, um
eine Leerstelle (1088; 1094; 1264, 1266, 1268, 1270;
1370, 1372, 1374, 1376, 1378, 1380; 1560, 1562;
1760, 1762, 1764, 1766), die zwischen dem ersten
und dem zweiten bewegbaren Abschnitt zumindest
teilweise definiert ist, zu schliefRen.

Verfahren nach Anspruch 1, wobei das Warme-
schrumpfelement zumindest eines von Polyethylen,
Polypropylen, Polyvinylchlorid, Polyester, Polyes-
terglycol, Nylon und/oder orientiertem Polystyrol um-
fasst.

Verfahren nach Anspruch 1, wobei das Bewegen
des bewegbaren Abschnitts ferner Folgendes um-
fasst:

Bereitstellen einer Vielzahl an Warmeschrumpf-
elementen in einer vorgeschrumpften Konfigu-
ration mit unterschiedlichen Schrumpfausrich-
tungen und -prozentsatzen;

Verbinden jedes Warmeschrumpfelements mit
einem dazugehorigen bewegbaren Abschnitt ei-
ner Vielzahl an bewegbaren Abschnitten; und
Bewegen jedes bewegbaren Abschnitts von der
ersten Position in die zweite Position, um die
Gestalt des Kartons auszubilden, indem jedes
Warmeschrumpfelement erhitzt wird, um jedes
Warmeschrumpfelement schrumpfen zu las-
sen.

Verfahren nach Anspruch 1, wobei das Bewegen
des bewegbaren Abschnitts ferner das Beaufschla-
gen einer Vielzahl an verschiedenen Erwarmungs-
temperaturen auf zumindest einen Teil des Warme-
schrumpfelements umfasst, um das Schrumpfungs-
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ausmal des Warmeschrumpfelements zu steuern.
Verfahren nach Anspruch 1, ferner umfassend:

Steuern des Schrumpfungsausmales des War-
meschrumpfelements durch zumindest eines
von Verwenden einer speziellen Art von Film-
material, Steuern der Erwarmungstemperatur
und Konzentrieren des Erwarmens auf das War-
meschrumpfelement; und

Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um die
Gestalt auszubilden, die zumindest einen Aus-
schnitt im Karton umfasst, sodass ein im Karton
enthaltenes Produkt sichtbar ist.

Verfahren nach Anspruch 1, wobei das Bewegen
des bewegbaren Abschnitts ferner das Verandern
einer Querschnittsfliche von zumindest einem Teil
des Kartons umfasst.

Verfahren nach Anspruch 1, wobei der Karton einen
ersten bewegbaren Bereich und einen zweiten be-
wegbaren Bereich umfasst, wobei das Verfahren fer-
ner Folgendes umfasst:

Verbinden eines zweiten Warmeschrumpfele-
ments mit einem zweiten bewegbaren Abschnitt
des Kartons; und

Bewegen des zweiten bewegbaren Abschnitts
von einer ersten Position in eine zweite Position,
um eine Gestalt des Kartons auszubilden, in-
dem das zweite Warmeschrumpfelement erhitzt
wird, um das zweite Warmeschrumpfelement zu
einer geschrumpften Konfiguration schrumpfen
zu lassen.

Verfahren nach Anspruch 16, wobei das Bewegen
des zweiten bewegbaren Abschnitts ferner das Be-
wegen des ersten bewegbaren Abschnitts hin zum
zweiten bewegbaren Abschnitts, um eine Leerstelle
(1088; 1094; 1264, 1266, 1268, 1270; 1370, 1372,
1374, 1376, 1378, 1380; 1560,1562; 1760, 1762,
1764, 1766) zu schlielen, die entlang einer Faltlinie
definiert ist, die den ersten bewegbaren Abschnitt
mit dem zweiten bewegbaren Abschnitt verbindet.

Verfahren zum Ausbilden einer Verpackungsanord-
nung (1150, 1151; 1299; 1450; 1650; 1850), umfas-
send einen Karton (1100; 1101; 1266; 1400; 1600;
1800) mit einer Gestalt, wobei der Karton eine obere
Flache (1056; 1228; 1334; 1532, 1538; 1726), eine
untere Flache (1060; 1232; 1338; 1526; 1730), zu-
mindest eine Seitenflache (1022, 1024, 1026, 1028;
1023, 1025, 1027, 1029; 1202, 1204, 1206, 1208;
1302, 1304, 306, 1308, 1310, 1312; 1504,1506,
1508, 1512, 1514, 1516; 1702, 1704, 1706, 1708),
die sich zwischen der oberen und der unteren Flache
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erstreckt, und einen bewegbaren Abschnitt (1024,
1026; 1025, 1027, 1029; 1202,1204, 1206,1208;
1302, 1304, 1306, 1308, 1310, 1312; 1504, 15086,
1508, 1512, 1514, 1516; 1702, 1704, 1706, 1708,
1726, 1730, 1734, 1738) umfasst, der zwischen ei-
ner ersten Position und einer zweiten Position be-
wegbar ist, wobei das Verfahren Folgendes umfasst:

Bereitstellen eines zugeschnittenen Plattenma-
terials (1020; 1021; 1200; 1300; 1500; 1700) mit
einem ersten bewegbaren Abschnitt, das an ei-
ner Faltlinie mit einem zweiten bewegbaren Ab-
schnitt verbunden ist, wobei der erste beweg-
bare Abschnitt und der zweite bewegbare Ab-
schnitt eine Leerstelle (1088; 1094; 1264, 1266,
1268, 1270; 1370, 1372, 1374, 1376, 1378,
1380; 1560, 1562; 1760, 1762, 1764, 1766) de-
finieren, die auf der Faltlinie positioniert ist;
Aufbringen eines Haftmittels in einem register-
haltigen Muster auf eine Innenflache (1021;
1022; 1201; 1301; 1501; 1701) des Zuschnitts
und im Wesentlichen Umgeben der Leerstelle;
Verbinden eines Warmeschrumpfelements
(1090; 1091; 1272; 1382; 1576, 1580; 1770,
1774) in einer vorgeschrumpften Konfiguration
mit jeweils dem ersten bewegbaren Abschnitt
und dem zweiten bewegbaren Abschnitt im re-
gisterhaltigen Muster, um die Leerstelle abzu-
decken;

Ausbilden des Kartons vom Zuschnitt, wobei
das Warmeschrumpfelement in der vorge-
schrumpften Konfiguration mit der Innenflache
des ausgebildeten Kartons verbunden ist; und
Bewegen des ersten bewegbaren Abschnitts
hin zum zweiten bewegbaren Abschnitt, um zu-
mindest teilweise die Leerstelle zu schliel3en,
um die Gestalt des Kartons auszubilden, indem
das Warmeschrumpfelement mit Warme beauf-
schlagt wird, um das Warmeschrumpfelement
zu einer geschrumpften Konfiguration schrump-
fen zu lassen.

Verfahren nach Anspruch 18, wobei zumindest ein
Teil des Warmeschrumpfelements mit Warme be-
aufschlagt wird.

Verfahren nach Anspruch 18, wobei zumindest ein
erster Teil des Warmeschrumpfelements mit Warme
bei einer ersten Temperatur beaufschlagt wird und
ein zweiter Teil des Warmeschrumpfelements mit
Warme bei einer zweiten Temperatur, die sich von
der ersten Temperatur unterscheidet, beaufschlagt
wird.

Verfahren nach Anspruch 18, wobei Warme beieiner
Vielzahl an Temperaturen Uber eine Dimension des
Warmschrumpfelements beaufschlagt wird.
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22. System zum Aufbringen eines Warmeschrumpfele-

23.

24.

ments (1090; 1091; 1272; 1382; 1576, 1580; 1770,
1774) auf einen Karton (1100; 1101; 1266; 1400;
1600; 1800) zum Ausbilden einer Gestalt des Kar-
tons, wobei das System Folgendes umfasst:

einen Zuschnitt von Plattenmaterial (1020;
1021;1200; 1300; 1500; 1700), umfassend eine
obere Flache (1056; 1228; 1334; 1532, 1538;
1726), eine untere Flache (1060; 1232; 1338;
1526; 1730), zumindest eine Seitenflache
(1022, 1024, 1026, 1028; 1023, 1025, 1027,
1029; 1202, 1204, 1206, 1208;1302, 1304,
1306, 1308, 1310, 1312; 1504, 1506, 1508,
1512, 1514, 1516; 1702, 1704, 1706, 1708), die
sich zwischen der oberen Flache und der unte-
ren Flache erstreckt, und einen bewegbaren Ab-
schnitt (1024, 1026; 1025, 1027, 1029; 1202,
1204, 1206, 1208; 1302, 1304, 1306, 1308,
1310, 1312; 1504, 1506, 1508, 1512, 1514,
1516; 1702, 1704, 1706, 1708, 1726, 1730,
1734, 1738), der zwischen einer ersten Position
und einer zweiten Position bewegbar ist;

eine Verbindungsvorrichtung, die konfiguriert
ist, um das Warmeschrumpfelement in der vor-
geschrumpften Konfiguration mit einer Innenfla-
che (1021; 1022; 1201; 1301; 1501; 1701) des
Zuschnitts von Plattenmaterial zu verbinden;
eine Ausbildungsvorrichtung, die konfiguriert
ist, um den Karton vom Zuschnitt von Platten-
material auszubilden, wobei das Warme-
schrumpfelement in der vorgeschrumpften Kon-
figuration mitder Innenflache des ausgebildeten
Kartons verbunden wird; und

eine Heizvorrichtung, die konfiguriert ist, um zu-
mindest einen Teil des Warmeschrumpfele-
ments zu erhitzen, um das Warmeschrumpfele-
ment zu einer geschrumpften Konfiguration
schrumpfen zu lassen, um den bewegbaren Be-
reich von der ersten Position in die zweite Posi-
tion zu bewegen, um die Gestalt des Kartons
auszubilden.

System nach Anspruch 22, wobei die Verbindungs-
vorrichtung ferner konfiguriert ist, um ein Haftmittel
in einem registerhaltigen Muster auf zumindest ei-
nen Teil des bewegbaren Abschnitts aufzubringen
und das Warmeschrumpfelement auf der Innenfla-
che des Zuschnitts im registerhaltigen Muster anzu-
bringen.

System nach Anspruch 22, wobei die Heizvorrich-
tung ferner konfiguriert ist, um das Warmeschrumpf-
element zur geschrumpften Konfiguration schrump-
fen zu lassen, um den bewegbaren Abschnitt zu be-
wegen, um eine Leerstelle (1088; 1094; 1264, 1266,
1268, 1270; 1370, 1372, 1374, 1376, 1378, 1380;
1560, 1562; 1760, 1762, 1764, 1766), die zumindest
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teilweise durch den bewegbaren Abschnitt definiert
ist, zumindest teilweise zu schliel3en.

dem Teil des Kartons in Kontakt zu gelangen.

26. Anordnung nach Anspruch 25, wobei die Vielzahl an
25. Anordnung (154; 312) zum Verpacken eines Pro- Seiten sechs Seiten und der Karton einen im Allge-
dukts, wobei die Anordnung Folgendes umfasst: 5 meinen hexagonalen Querschnitt umfasst.

einen Karton (100, 266) mit einer Oberseite
(114; 276), einer Unterseite (116; 278) und einer
Seite (102, 104, 106, 108, 110, 112; 268, 270,

27.

Anordnung nach Anspruch 25, wobei die Anzahl an
Seiten vier Seiten und der Karton einen im Allgemei-
nen rechteckigen Querschnitt umfasst.

272, 274), die sich zwischen der Oberseite und 70

der Unterseite erstreckt, wobei zumindest eines 28. Anordnung (790) zum Verpacken eines Produkts,
von Oberseite, Unterseite und Seite einen be- wobei das Verfahren Folgendes umfasst:
wegbaren Abschnitt (136, 138, 140, 142, 144,

146; 298, 300, 302, 304) umfasst, die zwischen einen Karton (740) mit einer Oberseite (750),
einer ersten Position und einer zweiten Position 15 einer Unterseite (752) und einer Seite (742, 744,
bewegbar ist, wobei der bewegbare Abschnitt 746,748,784,786), die sich zwischen der Ober-
in die erste Position vorgespannt ist, der Karton seite und der Unterseite erstreckt, wobei zumin-
sich Uber eine Hohe (118; 280) erstreckt, die dest eine von Oberseite, Unterseite und Seite
zwischen der Oberseite und der Unterseite der einen bewegbaren Abschnitt (772, 774, 776,
Kartons gemessen ist, die Seite eine Vielzahl 20 778) umfasst, der zwischen einer ersten Positi-
an Seiten umfasst, der bewegbare Abschnitt ei- on und einer zweiten Position bewegbar ist, wo-
nen bewegbaren Abschnitt an jeder der Vielzahl bei der bewegbare Abschnitt in die erste Positi-
an Seiten umfasst, jeder der bewegbaren Ab- on vorgespannt ist,

schnitte eine obere Erweiterung (126; 288), die wobei die Seite eine erste Seite ist, der Karton
sich von einem Oberteil (122; 284) der entspre- 25 ferner eine zweite Seite, eine dritte Seite und
chenden Seite entlang einer oberen Faltlinie eine vierte Seite umfasst, wobei jede der ersten,
(90; 256) erstreckt, und eine untere Erweiterung zweiten, dritten und vierten Seite sich von der
(128; 290) aufweist, die sich von einem Unterteil Unterseite bis zur Oberseite des Kartons er-
(124; 286) der entsprechenden Seite entlang ei- streckt und der bewegbare Abschnitt eine erste
ner unteren Faltlinie (94; 260) erstreckt und mit 30 Erweiterung (754, 756, 758, 760), die sich von
der oberen Erweiterung der entsprechenden der ersten Seite entlang einer ersten Faltlinie
Seite entlang einer mittleren Faltlinie (96; 262) (726) erstreckt, und eine zweite Erweiterung
verbunden ist, und jede der mittleren Faltlinien (754, 756, 758, 760) umfasst, die sich von der
der bewegbaren Abschnitte entlang einer zweiten Seite entlang einer zweiten Faltlinie
Langsmittelachse (120; 282) des Kartons in ei- 35 (734) erstreckt, wobei der bewegbare Abschnitt
nem im Allgemeinen gleichen Abstand von der von der ersten Position in die zweite Position
Oberseite des Kartons angeordnet ist, wobei die bewegbar ist, indem die erste und die zweite
mittleren Faltlinien der bewegbaren Abschnitte Erweiterung entlang der ersten und der zweiten
in der ersten Position in einem gréReren Radi- Faltlinie umgeknickt werden, um die erste Er-
alabstand von der mittleren Langsmittelachse 40 weiterung Uber die zweite Erweiterung zu bewe-
des Kartons beabstandet sind als in der zweiten gen, sodass die erste Erweiterung die zweite
Position, wobei die bewegbaren Abschnitte von Erweiterung zumindest teilweise tberlappt, wo-
der ersten Position in die zweite Position beweg- beiin der ersten Position eine Offnung (730) zwi-
bar sind, indem die oberen und die unteren Er- schen der ersten und der zweiten Erweiterung
weiterungen entlang der oberen, der unteren 45 definiertist und in der zweiten Position die erste
und der mittleren Faltlinie umgeknickt werden, und die zweite Erweiterung eine fiinfte Seite des
um die mittleren Faltlinien im allgemeinen radial Kartons ausbilden, die zwischen der ersten und
zur Langsmittelachse des Kartons hin zu bewe- der zweiten Seite definiert ist und in Bezug auf
gen, um die zwischen den bewegbaren Ab- die erste und die zweite Seite schrag abgewin-
schnitten definierte Querschnittsflache des Kar- 50 kelt ist; und

tons zu verringern; eine durch Warme schrumpfbare Schicht (788),
eine durch Warme schrumpfbare Schicht (152; die zumindest einen Teil des Kartons zum Aus-
310), die zumindest einen Teil des Kartons zum bilden des Kartons Uberlappt, wobei die durch
Ausbilden des Kartons Uberlappt, wobei die Warme schrumpfbare Schicht den bewegbaren
durch Warme schrumpfbare Schicht den be- 55 Abschnitt von der ersten Position in die zweite

wegbaren Abschnitt von der ersten Position in
die zweite Position bewegt, wenn die durch War-
me schrumpfbare Schicht erhitzt wird, um mit

39

Position bewegt, wenn die durch Warme
schrumpfbare Schicht erhitzt wird, um mit dem
Teil des Kartons in Kontakt zu gelangen.
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Anordnung nach Anspruch 28, wobei zumindest ei-
ne der ersten Faltlinie und der zweiten Faltlinie zu-
mindest teilweise gekrimmt ist.

Anordnung nach Anspruch 28, wobei die erste Seite
eine gekrimmte Oberflache umfasst, wenn der be-
wegbare Abschnitt sich in der zweiten Position be-
findet.

Anordnung nach Anspruch 28, wobei die flinfte Seite
sich nur Uber einen Teil der Hohe des Kartons er-
streckt, die zwischen der Oberseite und der Unter-
seite des Kartons gemessen ist.

Anordnung nach Anspruch 28, wobei die erste Er-
weiterung im Wesentlichen die zweite Erweiterung
Uberlappt, wenn der bewegbare Abschnitt sich in der
zweiten Position befindet.

Anordnung (422; 534) zum Verpacken eines Pro-
dukts, wobei die Anordnung Folgendes umfasst:

einen Karton (380; 490) mit einer Oberseite
(390; 500), einer Unterseite (392; 502) und einer
Seite (382, 384, 386, 388; 492, 494, 496, 498),
die sich zwischen der Oberseite und der Unter-
seite erstreckt, wobei zumindest eine von Ober-
seite, Unterseite und Seite einen bewegbaren
Abschnitt (412, 414; 522, 524) umfasst, die zwi-
schen einer ersten Position und einer zweiten
Position bewegbar ist, wobei derbewegbare Ab-
schnitt in die erste Position vorgespannt ist, wo-
bei die Seite eine erste Seite ist, der Karton fer-
ner eine zweite Seite, eine dritte Seite und eine
vierte Seite umfasst, wobei jede der ersten,
zweiten, dritten und vierten Seite sich von der
Unterseite bis zur Oberseite des Kartons er-
streckt und der bewegbare Abschnitt einen be-
wegbaren Abschnitt auf zwei gegeniiberliegen-
den Seiten der ersten, der zweiten, der dritten
und der vierten Seite umfasst und wobei jeder
der bewegbaren Abschnitte eine obere Erwei-
terung (402, 512), die sich von einem Oberteil
(398; 508) der entsprechenden Seite entlang ei-
ner oberen Faltlinie (374; 484) erstreckt, und ei-
ne untere Erweiterung (404; 514) aufweist, die
sich von einem Unterteil (400; 510) der entspre-
chenden Seite entlang einer unteren Faltlinie
(378; 488) erstreckt, wobei die bewegbaren Ab-
schnitte von der ersten Position in die zweite
Position bewegbar sind, indem die erste und die
zweite Erweiterung entlang der oberen und der
unteren Faltlinie umgeknickt werden, um die
obere und die untere Erweiterung in Bezug auf
die entsprechende Seite schrag abzuwinkeln
und dadurch die Querschnittsflache des Kartons
entlang der Héhe (394; 504) des Kartons zu va-
riieren, die zwischen der Oberseite und der Un-
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35.

36.

37.

38.
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terseite gemessen ist; und

eine durch Warme schrumpfbare Schicht (420;
532), die zumindest einen Teil des Kartons zum
Ausbilden des Kartons Uberlappt, wobei die
durch Wéarme schrumpfbare Schicht den be-
wegbaren Abschnitt von der ersten Position in
die zweite Position bewegt, wenn die durch War-
me schrumpfbare Schicht erhitzt wird, um mit
dem Teil des Kartons in Kontakt zu gelangen.

Anordnung nach Anspruch 33, wobei die zwei ge-
genulberliegenden Seiten der ersten, der zweiten,
der dritten und der vierten Seite jeweils einen Zwi-
schenabschnitt zwischen der oberen und der unte-
ren Erweiterung der jeweiligen Seite umfassen.

Anordnung nach Anspruch 33, wobei der Karton ei-
nen im Allgemeinen rechteckigen Querschnitt auf-
weist.

Anordnung nach Anspruch 33, wobei zumindest ei-
ne derersten, der zweiten, der dritten und der vierten
Seite eine gekrimmte Kante aufweist.

Anordnung nach Anspruch 36, wobei die gekrimmte
Kante sich nur tber einen Teil der Hohe des Kartons
erstreckt.

Anordnung (422; 644) zum Verpacken eines Pro-
dukts, wobei die Anordnung Folgendes umfasst:

einen Karton (380; 600) mit einer Oberseite
(390; 610), einer Unterseite (392; 502) und einer
Seite (382, 384, 386, 388; 602, 604, 606, 608),
die sich zwischen der Oberseite und der Unter-
seite erstreckt, wobei zumindest eine von Ober-
seite, Unterseite und Seite einen bewegbaren
Abschnitt umfasst, die zwischen einer ersten
Position und einer zweiten Position bewegbar
ist, wobei der bewegbare Abschnitt (412, 414;
630, 632, 634, 636) in die erste Position vorge-
spannt ist, wobei die Seite eine Vielzahl an Sei-
ten ist, die sich von der Unterseite bis zur Ober-
seite des Kartons erstrecken, wobei der beweg-
bare Abschnitt einen bewegbaren Abschnitt auf
jeder der Vielzahl an Seiten umfasst und jeder
der bewegbaren Abschnitte einen Zwischenteil
(370; 622) der entsprechenden Seite umfasst,
die sich von einem Oberteil (398; 618) der ent-
sprechenden Seite entlang einer oberen Faltli-
nie (374; 596) und von einem Unterteil (400;
620) der entsprechenden Seite einer unteren
Faltlinie (378; 598) erstreckt, wobei die beweg-
baren Abschnitte durch Umknicken entlang der
oberen und der unteren Faltlinie von der ersten
Position in die zweite Position bewegbar sind,
um die Zwischenabschnitte in Bezug auf die ent-
sprechenden Seiten schrag abzuwinkeln und
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dadurch die Querschnittsflache des Kartons
entlang der Hohe (394; 614) des Kartons zu va-
riieren, die zwischen der Oberseite und der Un-
terseite gemessen ist; und

eine durch Warme schrumpfbare Schicht (420;
642), die zumindest einen Teil des Kartons zum
Ausbilden des Kartons Uberlappt, wobei die
durch Wéarme schrumpfbare Schicht den be-
wegbaren Abschnitt von der ersten Position in
die zweite Position bewegt, wenn die durch War-
me schrumpfbare Schicht erhitzt wird, um mit
dem Teil des Kartons in Kontakt zu gelangen.

Anordnung nach Anspruch 38, wobei die Vielzahl an
Seiten vier Seiten und der Karton einen im Allgemei-
nen rechteckigen Querschnitt aufweist.

Anordnung nach Anspruch 38, wobei zumindest ei-
ne der Vielzahl an Seiten eine gekrimmte Kante auf-
weist.

Anordnung nach Anspruch 40, wobei die gekrimmte
Kante sich nur tiber einen Teil der Hohe des Kartons
erstreckt.

Anordnung nach Anspruch 38, wobei zumindest ei-
ne der Vielzahl an Seiten eine gekrimmte Oberfla-
che aufweist.

Anordnung nach Anspruch 42, wobei die gekrimmte
Oberflache sich nur Gber einen Teil der Hohe des
Kartons erstreckt.

Verfahren zum Verpacken eines Produkts, wobei
das Verfahren Folgendes umfasst:

Ausbilden eines Kartons (100; 266) mit einer
Oberseite (114; 276), einer Unterseite (116;
278) und einer Seite (102, 104, 106, 108, 110,
112; 268, 270, 272, 274), die sich zwischen der
Oberseite und der Unterseite erstreckt, und ei-
nem bewegbaren Abschnitt (136, 138, 140, 142,
144, 146; 298, 300, 302, 304), der zwischen ei-
ner ersten Position und einer zweiten Position
bewegbar ist, wobei der bewegbare Abschnitt
(412, 414; 630, 632, 634, 636) in die erste Po-
sition vorgespannt ist, wobei die Seite eine Viel-
zahl an Seiten ist, der Karton sich Giber eine Ho-
he (118; 280) erstreckt, die zwischen der Ober-
seite und der Unterseite des Kartons gemessen
ist, die Seite eine Vielzahl an Seiten umfasst,
der bewegbare Abschnitt einen bewegbaren
Abschnitt an jeder der Vielzahl an Seiten um-
fasst, jeder der bewegbaren Abschnitte eine
obere Erweiterung (126; 288), die sich von ei-
nem Oberteil (122; 284) der entsprechenden
Seite entlang einer oberen Faltlinie (90; 256) er-
streckt, und eine untere Erweiterung (128; 290)
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aufweist, die sich von einem Unterteil (124; 286)
der entsprechenden Seite entlang einer unteren
Faltlinie (94; 260) erstreckt und mit der oberen
Erweiterung der entsprechenden Seite entlang
einer mittleren Faltlinie (96; 262) verbunden ist,
und jede der mittleren Faltlinien der bewegbaren
Abschnitte entlang einer Langsmittelachse
(120; 282) des Kartons in einem im Aligemeinen
gleichen Abstand von der Oberseite des Kar-
tons angeordnet ist, wobei die mittleren Faltlini-
en der bewegbaren Abschnitte in der ersten Po-
sition in einem gréReren Radialabstand von der
Langsmittelachse des Kartons beabstandet
sind als in der zweiten Position, wobei die be-
wegbaren Abschnitte von der ersten Position in
die zweite Position bewegbar sind, indem die
oberen und die unteren Erweiterungen entlang
der oberen, der unteren und der mittleren Falt-
linien umgeknickt werden, um die mittleren Falt-
linienim allgemeinen radial zur Langsmittelach-
se des Kartons hin zu bewegen, um die zwi-
schen den bewegbaren Abschnitten definierte
Querschnittsflaiche des Kartons zu verringern;
Wickeln einer durch Warme schrumpfbaren
Schicht (152; 310) um zumindest einen Teil des
Kartons, der zumindest einen Teil des beweg-
baren Abschnitts des Kartons umfasst; und
Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um eine
geformte Verpackungsanordnung auszubilden,
indem die durch Warme schrumpfbare Schicht
erhitzt wird, um die durch Warme schrumpfbare
Schicht mit zumindest einem Teil des bewegba-
ren Abschnitts in Kontakt zu schrumpfen.

Verfahren nach Anspruch 44, wobei das Ausbilden
eines Kartons ferner das Ausbilden eines Kartons
mit sechs Seiten und einem im Allgemeinen hexa-
gonalen Querschnitt umfasst.

Verfahren nach Anspruch 44, wobei das Ausbilden
eines Kartons ferner das Ausbilden eines Kartons
mit vier Seiten und einem im Allgemeinen rechtecki-
gen Querschnitt umfasst.

Verfahren zum Verpacken eines Produkts, wobei
das Verfahren Folgendes umfasst:

Ausbilden eines Kartons (740) mit einer Ober-
seite (750), einer Unterseite (752) und einer Sei-
te (742, 744, 746, 748, 784, 786), die sich zwi-
schen der Oberseite und der Unterseite er-
streckt, und eines bewegbaren Abschnitts (772,
774,776, 778), der zwischen einer ersten Posi-
tion und einer zweiten Position bewegbar ist,
wobei der bewegbare Abschnitt in die erste Po-
sition vorgespanntist, wobei die Seite eine erste
Seite ist, der Karton ferner eine zweite Seite,
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eine dritte Seite und eine vierte Seite umfasst,
wobei jede der ersten, zweiten, dritten und vier-
ten Seite sich von der Unterseite bis zur Ober-
seite des Kartons erstreckt und der bewegbare
Abschnitt eine erste Erweiterung (754, 756, 758,
760), die sich von der ersten Seite entlang einer
ersten Faltlinie (726) erstreckt, und eine zweite
Erweiterung (754, 756, 758, 760) umfasst, die
sich von der zweiten Seite entlang einer zweiten
Faltlinie (734) erstreckt, wobei der bewegbare
Abschnitt von der ersten Position in die zweite
Position bewegbar ist, indem die erste und die
zweite Erweiterung entlang der ersten und der
zweiten Faltlinie umgeknickt werden, um die
erste Erweiterung Uber die zweite Erweiterung
zu bewegen, sodass die erste Erweiterung die
zweite Erweiterung zumindest teilweise tber-
lappt, wobei in der ersten Position eine Offnung
(730) zwischen der ersten und der zweiten Er-
weiterung definiert ist und in der zweiten Positi-
on die erste und die zweite Erweiterung eine
flinfte Seite des Kartons ausbilden, die zwi-
schen der ersten und der zweiten Seite definiert
ist und in Bezug auf die erste und die zweite
Seite schrag abgewinkelt ist;

Wickeln einer durch Warme schrumpfbaren
Schicht (788) um zumindest einen Teil des Kar-
tons, der zumindest einen Teil eines bewegba-
ren Abschnitts des Kartons umfasst; und
Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um eine
geformte Verpackungsanordnung (790) auszu-
bilden, indem die durch Warme schrumpfbare
Schicht erhitzt wird, um die durch Warme
schrumpfbare Schicht mit zumindest einem Teil
des bewegbaren Abschnitts in Kontakt zu
schrumpfen.

Verfahren nach Anspruch 47, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
wobei zumindest eine der ersten und der zweiten
Faltlinie zumindest teilweise gekrimmt ist.

Verfahren nach Anspruch 47, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
wobei die erste Seite eine gekrimmte Oberflache
aufweist, wenn der bewegbare Abschnitt sich in der
zweiten Position befindet.

Verfahren nach Anspruch 47, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
wobei die flinfte Seite sich nur lber einen Teil der
Hohe des Kartons erstreckt, der zwischen der Ober-
seite und der Unterseite des Kartons gemessen ist.

Verfahren nach Anspruch 47, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
wobei die erste Erweiterung im Wesentlichen die
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zweite Erweiterung Uberlappt, wenn der bewegbare
Abschnitt sich in der zweiten Position befindet.

52. Verfahren zum Verpacken eines Produkts, wobei

das Verfahren Folgendes umfasst:

Ausbilden eines Kartons (380; 490) mit einer
Oberseite (390; 500), einer Unterseite (392;
502) und einer Seite (382, 384, 386, 388; 492,
494,496, 498), die sich zwischen der Oberseite
und der Unterseite erstreckt, wobei zumindest
eine von Oberseite, Unterseite und Seite einen
bewegbaren Abschnitt (412, 414;522,524) um-
fasst, der zwischen einer ersten Position und
einer zweiten Position bewegbar ist, wobei der
bewegbare Abschnitt in die erste Position vor-
gespannt ist, wobei die Seite eine erste Seite
ist, der Karton ferner eine zweite Seite, eine drit-
te Seite und eine vierte Seite umfasst, wobei
jede der ersten, zweiten, dritten und vierten Sei-
te sich von der Unterseite bis zur Oberseite des
Kartons erstreckt und der bewegbare Abschnitt
einen bewegbaren Abschnitt auf zwei gegeni-
berliegenden Seiten der ersten, der zweiten, der
dritten und der vierten Seite umfasst und wobei
jeder der bewegbaren Abschnitte eine obere Er-
weiterung (402, 512), die sich von einem Ober-
teil (398; 508) der entsprechenden Seite entlang
einer oberen Faltlinie (374; 484) erstreckt, und
eine untere Erweiterung (404; 514) aufweist, die
sich von einem Unterteil (400; 510) der entspre-
chenden Seite entlang einer unteren Faltlinie
(378; 488) erstreckt, wobei die bewegbaren Ab-
schnitte von der ersten Position in die zweite
Position bewegbar sind, indem die obere und
die untere Erweiterung entlang der oberen und
der unteren Faltlinie umgeknickt werden, um die
obere und die untere Erweiterung in Bezug auf
die entsprechende Seite schrag abzuwinkeln
und dadurch die Querschnittsflache des Kartons
entlang der Hohe (394; 504) des Kartons zu va-
riieren, die zwischen der Oberseite und der Un-
terseite gemessen ist;

Wickeln einer durch Warme schrumpfbaren
Schicht (420; 532) um zumindest einen Teil des
Kartons, der zumindest einen Teil eines beweg-
baren Abschnitts des Kartons umfasst; und
Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um eine
geformte Verpackungsanordnung (422; 534)
auszubilden, indem die durch Warme schrumpf-
bare Schicht erhitzt wird, um die durch Warme
schrumpfbare Schicht mit zumindest einem Teil
des bewegbaren Abschnitts in Kontakt zu
schrumpfen.

53. Verfahren nach Anspruch 52, wobei das Ausbilden

eines Kartons das Ausbilden eines Kartons umfasst,
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wobei die zwei gegentiberliegenden Seiten der ers-
ten, der zweiten, der dritten und der vierten Seite
jeweils einen Zwischenteil zwischen der oberen und
der unteren Erweiterung der entsprechenden Seite
umfassen.

Verfahren nach Anspruch 52, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons mit ei-
nem im Allgemeinen rechteckigen Querschnitt um-
fasst.

Verfahren nach Anspruch 52, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
wobei zumindest eine der ersten, der zweiten, der
dritten und der vierten Seite eine gekrimmte Kante
umfasst.

Verfahren nach Anspruch 55, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
sodass die gekrimmte Kante sich nur Uber einen
Teil der H6he des Kartons erstreckt.

Verfahren zum Verpacken eines Produkts, wobei
das Verfahren Folgendes umfasst:

Ausbilden eines Kartons (380; 600) mit einer
Oberseite (390; 610), einer Unterseite (392;
612) und einer Seite (382, 384, 386, 388; 602,
604, 606, 608), die sich zwischen der Oberseite
und der Unterseite erstreckt, und einem beweg-
baren Abschnitt (412, 414; 630, 632, 634, 636),
der zwischen einer ersten Position und einer
zweiten Position bewegbar ist, wobei der be-
wegbare Abschnitt in die erste Position vorge-
spannt ist, wobei die Seite eine Vielzahl an Sei-
ten ist, die sich von der Unterseite bis zur Ober-
seite des Kartons erstrecken, wobei der beweg-
bare Abschnitt einen bewegbaren Abschnitt auf
jeder der Vielzahl an Seiten umfasst und jeder
der bewegbaren Abschnitte einen Zwischenteil
(370; 622) der entsprechenden Seite umfasst,
die sich von einem Oberteil (398; 618) der ent-
sprechenden Seite entlang einer oberen Faltli-
nie (374; 596) und von einem Unterteil (400;
620) der entsprechenden Seite einer unteren
Faltlinie (378; 598) erstreckt, wobei die beweg-
baren Abschnitte durch Umknicken entlang der
oberen und der unteren Faltlinie von der ersten
Position in die zweite Position bewegbar sind,
um die Zwischenabschnitte in Bezug auf die ent-
sprechenden Seiten schrag abzuwinkeln und
dadurch die Querschnittsflache des Kartons
entlang der Hohe (394; 614) des Kartons zu va-
riieren, die zwischen der Oberseite und der Un-
terseite gemessen ist;

Wickeln einer durch Warme schrumpfbaren
Schicht (420; 642) um zumindest einen Teil des
Kartons, der zumindest einen Teil eines beweg-
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baren Abschnitts des Kartons umfasst; und
Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um eine
geformte Verpackungsanordnung (422; 644)
auszubilden, indem die durch Warme schrumpf-
bare Schicht erhitzt wird, um die durch Warme
schrumpfbare Schicht mit zumindest einem Teil
des bewegbaren Abschnitts in Kontakt zu
schrumpfen.

Verfahren nach Anspruch 57, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons mit vier
Seiten und einem im Allgemeinen rechteckigen
Querschnitt umfasst.

Verfahren nach Anspruch 57, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
sodass zumindest eine der Vielzahl an Seiten eine
gekrii m mte Kante umfasst.

Verfahren nach Anspruch 59, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
sodass die gekrimmte Kante sich nur Uber einen
Teil der Hohe des Kartons erstreckt.

Verfahren nach Anspruch 57, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
sodass zumindest eine der Vielzahl an Seiten eine
gekrimmte Oberflache umfasst.

Verfahren nach Anspruch 61, wobei das Ausbilden
eines Kartons das Ausbilden eines Kartons umfasst,
sodass die gekrimmte Oberflache sich nur lber ei-
nen Teil der Hohe des Kartons erstreckt.

Verfahren zum Aufbringen eines durch Warme
schrumpfbaren Films (152; 310; 642; 788) auf einen
Karton (100; 266; 380; 600; 740) zum Ausbilden ei-
ner Gestalt des Kartons, wobei der Karton eine obere
Flache (114; 276; 610; 750), eine untere Flache
(116; 278; 612; 752), eine Vielzahl an Seitenflachen
(102, 104, 106, 108, 110, 112; 268, 270, 272, 274;
602, 604, 606, 608; 742, 744, 746, 748), die sich
zwischen der oberen und der unteren Flache er-
streckt, und einen bewegbaren Abschnitt (136, 138,
140, 142, 144, 146; 298, 300 302, 304; 630, 632,
634,636;772,774,776, 778) umfasst, der zwischen
einer ersten Position und einer zweiten Position be-
wegbar ist, wobei das Verfahren Folgendes umfasst:

Bereitstellen eines durch Warme schrumpfba-
ren, aber nicht geschrumpften Films;

Wickeln des Films in nicht erhitztem Zustand um
zumindest einen Teil des Kartons, der zumin-
dest einen Teil des bewegbaren Abschnitts des
Kartons umfasst, wobei der bewegbare Ab-
schnitt zumindest eine Offnung (98; 264) mit ei-
ner GréRe und zumindest eine bewegbare Fla-
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che umfasst, wobei die zumindest eine (")ffnung
ein Ausschnitt ist, der in zumindest einer der
Vielzahl an Seitenflachen definiert ist; und
Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, indem der
durch Warme schrumpfbare Film erhitzt wird,
um den durch Warme schrumpfbaren Film mit
zumindest einem Teil des bewegbaren Ab-
schnitts in Kontakt zu schrumpfen, wobei das
Bewegen des bewegbaren Abschnitts das Be-
wegen der zumindest einen bewegbaren Flache
und das Verringern der GréRe der zumindest
einen Offnung des bewegbaren Abschnitts um-
fasst.

Verfahren nach Anspruch 63, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films Folgendes umfasst:

Bereitstellen eines durch Warme schrumpfba-
ren, aber nicht geschrumpften Films mit einem
Vorderende und einem Bandende, das vom
Vorderende getrennt ist;

haftschliissiges Verbinden des Vorderendes
des Films mit dem Karton;

Wickeln des Films in nicht erhitztem Zustand um
zumindest einen Teil des Kartons, der zumin-
dest einen Teil des bewegbaren Abschnitts des
Kartons umfasst, und

Haftschlissiges Verbinden des Bandendes des
Films mit zumindest einem des Kartons und des
Films selbst.

Verfahren nach Anspruch 64, wobei der Karton fer-
ner eine Fuge umfasst, wobei die zumindest eine
Fuge ausgebildet wird, wenn zumindest zwei FIa-
chen aufeinander angehaftet werden, und wobei das
haftschliissige Verbinden des Vorderendes des
Films mit dem Karton ferner das haftschliissige Ver-
binden des Vorderendes des Films innerhalb einer
Fuge des Kartons umfasst, sodass das Vorderende
nicht sichtbar ist.

Verfahren nach Anspruch 63, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films ferner das Bereitstellen eines
durch Warme schrumpfbaren, aber nicht ge-
schrumpften Films in Form einer vor-ausgebildeten
Hulle umfasst, wobei die Hille eine (")ffnung auf-
weist, die bemessen ist, sodass sie den Karton auf-
nehmen kann.

Verfahren nach Anspruch 66, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films in Form einer vor-ausgebilde-
ten Hulle ferner Folgendes umfasst:

Einbringen des Kartons in die Hullenéffnung;
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und

Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um eine
Gestalt des Kartons auszubilden, indem die
durch Warme schrumpfbare Hulle erhitzt wird,
um die durch Warme schrumpfbare Hille mit
zumindest einem Teil des bewegbaren Ab-
schnitts in Kontakt zu schrumpfen.

Verfahren nach Anspruch 63, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films ferner das Bereitstellen eines
durch Warme schrumpfbaren, aber nicht ge-
schrumpften Films umfasst, der darauf eine Markie-
rung umfasst.

Verfahren nach Anspruch 63, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films ferner das Bereitstellen eines
durch Warme schrumpfbaren, aber nicht ge-
schrumpften Films umfasst, der darauf eine Markie-
rung umfasst, die Grafiken fur den Karton umfasst,
wobei die Grafiken unter Verwendung einer decken-
den Tinte aufgebracht werden.

Verfahren nach Anspruch 63, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films ferner das Bereitstellen eines
durch Warme schrumpfbaren, aber nicht ge-
schrumpften Films umfasst, der darauf eine Markie-
rung umfasst, die Grafiken fur den Karton umfasst,
wobei die Grafiken unter Verwendung einer durch-
scheinenden Tinte aufgebracht werden, sodass die
Filmgrafiken mit zusatzlichen, auf dem Karton auf-
gedruckten Grafiken abgestimmt sind.

Verfahren nach Anspruch 63, wobei das Bereitstel-
len eines durch Warme schrumpfbaren, aber nicht
geschrumpften Films ferner das Bereitstellen eines
durch Warme schrumpfbaren, aber nicht ge-
schrumpften Films umfasst, der aus zumindest ei-
nem von Polyethylen, Polypropylen, Polyvinylchlo-
rid, Polyester, Polyesterglycol, Nylon und/oder ori-
entiertem Polystyrol hergestellt ist.

Verfahren nach Anspruch 63, wobei der Karton sich
Uber eine Hohe erstreckt, die zwischen der Obersei-
te und der Unterseite des Kartons gemessenist, und
der Film sich Uber eine Hohe erstreckt, die gréRer
als die Kartonhohe ist, und wobei das Wickeln des
Films ferner Folgendes umfasst:

Wickeln des Films in nicht erhitztem Zustand um
den Karton, der den bewegbaren Abschnitt des
Kartons umfasst, wobei der Film sich von zu-
mindest einem der Oberseite und der Unterseite
des Kartons weg Uber einen Abstand nach Au-
Ren hin erstreckt; und
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Erhitzen des durch Warme schrumpfbaren
Films, um den durch Warme schrumpfbaren
Film in Kontakt mit zumindest einem Teil von
zumindest einer der Oberseite und der Unter-
seite des Kartons zu schrumpfen, um zumindest
eines von einer ZugriffsabwehrmalRnahme, ei-
ner Feuchtigkeitsbarriere und einer Durchriesel-
barriere bereitzustellen.

Verfahren nach Anspruch 63, wobei der Karton sich
Uber eine Hohe erstreckt, die zwischen der Obersei-
te und der Unterseite des Kartons gemessenist, und
der Film sich Uber eine Hohe erstreckt, die kleiner
als die Kartonhohe ist, und wobei das Wickeln des
Films ferner das Wickeln des Films in einem nicht
erhitzten Zustand um einen Abschnitt des Kartons
umfasst, der zumindest einen Teil des bewegbaren
Abschnitts des Kartons umfasst.

Verfahren nach Anspruch 63, wobei das Bewegen
des bewegbaren Abschnitts ferner Folgendes um-
fasst:

Bereitstellen einer Vielzahl an Arten von durch
Warme schrumpfbaren Filmen, die durch War-
me schrumpfbare Filme mit unterschiedlichen
Schrumpfausrichtungen und -prozentsatzen
umfassen; und

Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position unter Ver-
wendung der Vielzahl an Arten von durch War-
me schrumpfbaren Filmen, um eine Gestalt des
Kartons auszubilden, indem der durch Warme
schrumpfbare Film erhitzt wird, um den durch
Warme schrumpfbaren Film in Kontakt mit zu-
mindest einem Teil des bewegbaren Abschnitts
zu schrumpfen.

Verfahren nach Anspruch 63, wobei das Bewegen
des bewegbaren Abschnitts ferner das Beaufschla-
gen einer Vielzahl an verschiedenen Erwarmungs-
temperaturen auf zumindest einen Teil des durch
Waéarme schrumpfbaren Films umfasst, um das
Schrumpfungsausmal des Films zu steuern.

Verfahren nach Anspruch 63, ferner umfassend:

Steuern des Schrumpfungsausmales des
Films durch zumindest eines von Verwenden ei-
ner speziellen Art von Film, Steuern der Erwar-
mungstemperatur und Ausrichten des Erwar-
mens auf den Film; und

Bewegen des bewegbaren Abschnitts von der
ersten Position in die zweite Position, um die
Gestalt auszubilden, die zumindest einen Aus-
schnitt im Karton umfasst, sodass ein im Karton
enthaltenes Produkt sichtbar ist.
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Verfahren nach Anspruch 63, wobei das Bewegen
des bewegbaren Abschnitts ferner das Verandern
einer Querschnittsfliche von zumindest einem Teil
des Kartons umfasst.

Verfahren nach Anspruch 63, wobei der bewegbare
Abschnitt einen ersten bewegbaren Abschnitt und
einen zweiten bewegbaren Abschnitt umfasst und
das Bewegen des bewegbaren Abschnitts ferner
das Uberlappen des ersten bewegbaren Abschnitts
Uber dem zweiten bewegbaren Abschnitt umfasst.

System zum Aufbringen eines durch Warme
schrumpfbaren Films (152; 310; 642; 788) auf einen
Karton (100; 266; 380; 600; 740) zum Ausbilden ei-
ner Gestalt des Kartons, wobei das System Folgen-
des umfasst:

einen Karton mit einer oberen Flache (114; 276;
610; 750), einer unteren Flache (116; 278; 612;
752), einer Vielzahl an Seitenflachen (102, 104,
106, 108, 110, 112; 268, 270, 272, 274; 602,
604, 606, 608; 742, 744,746, 748), die sich zwi-
schen der oberen und der unteren Flache er-
streckt, und einem bewegbaren Abschnitt (136,
138, 140, 142, 144, 146; 298, 300, 302, 304;
630, 632, 634, 636; 772, 774, 776, 778), der
zwischen einer ersten Position und einer zwei-
ten Position bewegbar ist,

eine Wickelvorrichtung, die konfiguriert ist, um
den durch Warme schrumpfbaren, aber nicht
geschrumpften Film in nicht erhitztem Zustand
um zumindesteinen Teil des Kartons zu wickeln,
der zumindest einen Teil des bewegbaren Ab-
schnitts des Kartons umfasst, wobei der beweg-
bare Abschnitt zumindest eine Offnung (98;
264) mit einer GrofRe und zumindest eine be-
wegbare Flache umfasst, wobei die zumindest
eine (")ffnung ein Ausschnittist, derin zumindest
einer der Vielzahl an Seitenflachen definiert ist;
und

eine Heizvorrichtung, die konfiguriert ist, um zu-
mindest einen Teil des durch Warme schrumpf-
baren Films in Kontakt mit zumindest einem Teil
des bewegbaren Abschnitts zu erhitzen, um den
bewegbaren Bereich von der ersten Position in
die zweite Position zu bewegen, um die Gestalt
des Kartons auszubilden, wobei das Bewegen
des bewegbaren Abschnitts das Bewegen der
zumindest einen bewegbaren Flache und das
Verringern der GréRe der zumindest einen Off-
nung des bewegbaren Abschnitts umfasst.

System nach Anspruch 79, wobei der schrumpfbare,
aber nicht geschrumpfte Film ein Vorderende und
ein Bandende umfasst, das vom Vorderende ge-
trennt ist, und wobei die Wickelvorrichtung ferner
konfiguriert ist, um:
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das Vorderende des Films mit dem Karton haft-
schllssig zu verbinden;

den Film in nicht erhitztem Zustand um zumin-
dest einen Teil des Kartons zu wickeln, der zu-
mindest einen Teil des bewegbaren Abschnitts
des Kartons umfasst, und

das Bandende des Films mit zumindest einem
des Kartons und des Films selbst haftschliissig
zu verbinden.

System nach Anspruch 80, wobei der Karton ferner
eine Fuge umfasst, wobei die zumindest eine Fuge
ausgebildet wird, wenn zumindest zwei Flachen auf-
einander angebracht werden, und wobei die Wickel-
vorrichtung ferner konfiguriert ist, um das Vorderen-
de des Filmsin einer Fuge des Kartons haftschliissig
zu verbinden, sodass das Vorderende nicht sichtbar
ist.

System nach Anspruch 79, wobei die Wickelvorrich-
tung ferner konfiguriert ist, um den Karton in einen
durch Warme schrumpfbaren, aber nicht ge-
schrumpften Film in Form einer vor-ausgebildeten
Hiille einzubringen, wobei die Hiille eine Offnung
aufweist, die bemessen ist, sodass sie den Karton
aufnehmen kann.

Revendications

Procédeé pour appliquer une piéce thermorétractable
auncarton (1100 ;1101 ;1266 ; 1400 ; 1600 ; 1800)
pour obtenir une forme du carton, le carton compre-
nant un panneau supérieur (1056 ; 1228 ; 1334 ;
1532, 1538 ; 1726), un panneau inférieur (1060 ;
1232 ; 1338 ; 1526 ; 1730), au moins un panneau
latéral (1022, 1024, 1026, 1028 ; 1023, 1025, 1027,
1029 ; 1202, 1204, 1206, 1208 ; 1302, 1304, 1306,
1308, 1310, 1312 ; 1504, 1506, 1508, 1512, 1514,
1516 ; 1702, 1704, 1706, 1708) s’étendant entre le
panneau supérieur et le panneau inférieur et une
section mobile (1024, 1026 ; 1025, 1027, 1029 ;
1202, 1204, 1206, 1208 ; 1302, 1304, 1306, 1308,
1310, 1312 ; 1504, 1506, 1508, 1512, 1514, 1516 ;
1702, 1704, 1706, 1708, 1726, 1730, 1734, 1738)
qui peut étre déplacée entre une premiére position
et une deuxiéme position, le procédé comprenant :

la fourniture d’'une piéce thermorétractable
(1090 ; 1091 ; 1272 ;1382 ; 1576, 1580 ; 1770,
1774) dans une configuration prérétractée ;
I'accouplement de la piéce thermorétractable
dans la configuration prérétractée a au moins
une partie d'une surface intérieure (1021 ;
1022 ;1201 ;1301 ; 1501 ; 1701) d’une décou-
pe de matériau en feuille (1020 ; 1021 ; 1200 ;
1300 ; 1500 ; 1700) comprenant au moins une
partie de la section mobile ;
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la formation du carton a partir de la découpe de
matériau en feuille, dans lequel la piece thermo-
rétractable dans la configuration prérétractée
est accouplée a la surface intérieure du carton
formé ; et

le déplacement de la section mobile de la pre-
miére position a la deuxiéme position pour ob-
tenir la forme du carton en chauffant la piéce
thermorétractable pour rétracter la piéce ther-
morétractable dans une configuration rétractée.

2. Procédé selon la revendication 1, dans lequel I'ac-

couplementde la piéce thermorétractable comprend
en outre :

I'application d’un adhésif en un motif déposé a
au moins une partie de la section mobile ;

la découpe de la piéce thermorétractable pour
qu’elle corresponde au motif déposé ; et

le collage de la piece thermorétractable a la sur-
face intérieure dans le motif déposé.

Procédé selon la revendication 2, dans lequel I'ap-
plication d’'un adhésif en un motif déposé comprend
en outre I'application de I'adhésif de maniére a en-
tourer sensiblement un vide (1088 ; 1094 ; 1264,
1266, 1268, 1270 ; 1370, 1372, 1374, 1376, 1378,
1380 ; 1560, 1562 ; 1760, 1762, 1764, 1766) défini
au moins partiellement par la section mobile.

Procédé selon la revendication 2, dans lequel le col-
lage de la piéce thermorétractable a la surface inté-
rieure comprend en outre le collage de la piece ther-
morétractable a au moins une partie de la section
mobile.

Procédé selon la revendication 1, comprenant en
outre le remplissage du carton avec un contenu
avant le déplacement de la section mobile.

Procédé selon la revendication 1, comprenant en
outre le remplissage du carton avec un contenu
aprés le déplacement de la section mobile.

Procédé selon la revendication 1, dans lequel le dé-
placement de la section mobile comprend en outre
la concentration de chaleur au niveau de la piece
thermorétractable.

Procédé selon la revendication 1, dans lequel le dé-
placement de la section mobile comprend en outre
I'application de chaleur aux parties de la piéce ther-
morétractable avec différentes intensités pour ré-
tracter de maniére différentielle la piéce thermoré-
tractable.

Procédé selon la revendication 1, dans lequel le dé-
placement de la section mobile comprend en outre
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la modification d’une intensité de la chaleur appli-
quée a la section mobile.

Procédé selon la revendication 1, dans lequel le car-
ton comprend une premiére section mobile reliée a
une deuxiéme section mobile, et le déplacement de
la section mobile comprend en outre la traction de
la premiére section mobile vers la deuxiéme section
mobile pour fermer au moins partiellement un vide
(1088 ;1094 ; 1264, 1266, 1268, 1270 ; 1370, 1372,
1374, 1376, 1378, 1380 ; 1560, 1562 ; 1760, 1762,
1764, 1766) défini entre la premiére section mobile
et la deuxieme section mobile.

Procédé selon larevendication 1, dans lequel la pié-
ce thermorétractable comprend au moins I'un du po-
lyéthyléne, du polypropyléne, du polychlorure de vi-
nyle, du polyester, du polyester glycol, du nylon et/ou
du polystyréne orienté.

Procédé selon la revendication 1, dans lequel le dé-
placement de la section mobile comprend en outre :

la fourniture d’une pluralité de piéces thermoré-
tractables dans une configuration prérétractée
ayant différentes orientations et différents pour-
centages de rétraction ;

'accouplement de chaque piece thermorétrac-
table a une section mobile correspondante
d’une pluralité de sections mobiles ; et

le déplacement de chaque section mobile de la
premiére position a la deuxiéme position pour
obtenir la forme du carton en chauffant chaque
piece thermorétractable pour rétracter chaque
piece thermorétractable.

Procédé selon la revendication 1, dans lequel le dé-
placement de la section mobile comprend en outre
I'application d’une pluralité de températures de
chauffage différentes a au moins une partie de la
piece thermorétractable pour commander un degré
de rétraction de la piece thermorétractable.

Procédé selon la revendication 1, comprenant en
outre :

la commande d’un degré de rétraction de la pie-
ce thermorétractable par au moins I'une de I'uti-
lisation d’un type spécifique de matériau en film,
de lacommande d’'une température du chauffa-
ge et de la concentration du chauffage sur la
piece thermorétractable ; et

le déplacement de la section mobile de la pre-
miere position a la deuxiéme position pour ob-
tenir la forme qui comprend au moins une dé-
coupe dans le carton de sorte qu’un produit in-
clus dans le carton soit visible.
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Procédé selon la revendication 1, dans lequel le dé-
placement de la section mobile comprend en outre
la modification d’'une section transversale d’au
moins une partie du carton.

Procédé selon larevendication 1, dans lequel le car-
ton comprend une premiére section mobile et une
deuxiéme section mobile, le procédé comprenanten
outre :

I'accouplement d’'une deuxiéme piéce thermo-
rétractable a une deuxiéme section mobile du
carton ; et

le déplacement de la deuxieéme section mobile
d’une premiere position a une deuxiéme posi-
tion pour obtenir une forme du carton en chauf-
fant la deuxiéme piéce thermorétractable pour
rétracter la deuxieéme piéce thermorétractable
dans une configuration rétractée.

Procédé selon la revendication 16, dans lequel le
déplacement de la deuxiéme section mobile com-
prend en outre le déplacement de la premiére sec-
tion mobile vers la deuxiéme section mobile pour
fermer un vide (1088 ; 1094 ; 1264, 1266, 1268,
1270 ; 1370, 1372, 1374, 1376, 1378, 1380 ; 1560,
1562 ; 1760, 1762, 1764, 1766) défini le long d’'une
ligne de pliage accouplantla premiére section mobile
a la deuxieme section mobile.

Procédé pour former un ensemble d’emballage
(1150, 1151 ; 1299 ; 1450 ; 1650 ; 1850) compre-
nant un carton (1100 ; 1101 ; 1266 ; 1400 ; 1600 ;
1800) présentant une forme, le carton comprenant
un panneau supérieur (1056 ; 1228 ; 1334 ; 1532,
1538 ; 1726), un panneau inférieur (1060 ; 1232 ;
1338 ; 1526 ; 1730), au moins un panneau latéral
(1022, 1024, 1026, 1028 ; 1023, 1025, 1027, 1029 ;
1202, 1204, 1206, 1208 ; 1302, 1304, 1306, 1308,
1310, 1312 ; 1504, 1506, 1508, 1512, 1514, 1516 ;
1702, 1704, 1706, 1708) s’étendant entre le pan-
neau supérieur et le panneau inférieur et une section
mobile (1024, 1026 ; 1025,1027, 1029 ; 1202, 1204,
1206, 1208 ; 1302, 1304, 1306, 1308, 1310, 1312 ;
1504, 1506, 1508, 1512, 1514, 1516 ; 1702, 1704,
1706, 1708, 1726, 1730, 1734, 1738) qui peut étre
déplacée entre une premiere position et une deuxie-
me position, le procédé comprenant :

la fourniture d’'une découpe de matériau en
feuille (1020 ; 1021 ; 1200 ; 1300 ; 1500 ; 1700)
ayant une premiéere section mobile accouplée a
une deuxiéme section mobile au niveau d'une
ligne de pliage, la premiere section mobile et la
deuxiéme section mobile définissant un vide
(1088 ; 1094 ; 1264, 1266, 1268, 1270 ; 1370,
1372, 1374, 1376, 1378, 1380 ; 1560, 1562 ;
1760, 1762, 1764, 1766) positionné sur la ligne



19.

20.

21.

22.

93

de pliage ;

I'application d’'un adhésif en un motif déposé a
une surface intérieure (1021 ; 1022 ; 1201 ;
1301 ; 1501 ; 1701) de la découpe et entourant
sensiblement le vide ;

'accouplement d’'une piece thermorétractable
(1090 ; 1091 ; 1272 ;1382 ; 1576, 1580 ; 1770,
1774) dans une configuration prérétractée a
chacune de la premiére section mobile et de la
deuxiéme section mobile dans le motif déposé
de maniére a recouvrir le vide ;

la formation du carton a partir de la découpe
dans lequel la piéce thermorétractable dans la
configuration prérétractée est accouplée a la
surface intérieure du carton formé ; et

le déplacement de la premiere section mobile
vers la deuxiéme section mobile pour au moins
partiellementfermer le vide pour obtenir la forme
du carton en appliquant de la chaleur a la piéce
thermorétractable pour rétracter la piece ther-
morétractable dans une configuration rétractée.

Procédé selon la revendication 18, dans lequel de
la chaleur est appliquée a au moins une partie de la
piece thermorétractable.

Procédé selon la revendication 18, dans lequel la
chaleur est appliquée a une premiére partie de la
piece thermorétractable a une premiére température
et la chaleur est appliquée a une deuxiéme partie de
la piece thermorétractable a une deuxiéme tempé-
rature différente de la premiére température.

Procédé selon la revendication 18, dans lequel la
chaleur est appliquée a une pluralité de températu-
res surune dimension de la piéce thermorétractable.

Systeme pour appliquer une piéce thermorétracta-
ble (1090 ; 1091 ; 1272 ; 1382 ; 1576, 1580 ; 1770,
1774)auncarton (1100 ;1101 ; 1266 ; 1400 ; 1600 ;
1800) pour obtenir une forme du carton, le systéme
comprenant :

une découpe de matériau en feuille (1020 ;
1021 ; 1200 ; 1300 ; 1500 ; 1700) comprenant
un panneau supérieur (1056 ; 1228 ; 1334 ;
1532, 1538 ; 1726), un panneau inférieur
(1060 ; 1232 ;1338 ; 1526 ; 1730), au moins un
panneau latéral (1022, 1024, 1026, 1028 ; 1023,
1025, 1027, 1029 ; 1202, 1204, 1206, 1208 ;
1302, 1304, 1306, 1308, 1310, 1312 ; 1504,
1506, 1508, 1512, 1514, 1516 ; 1702, 1704,
1706, 1708) s’étendant entre le panneau supé-
rieur et le panneau inférieur et une section mo-
bile (1024, 1026 ; 1025, 1027, 1029 ; 1202,
1204, 1206, 1208 ; 1302, 1304, 1306, 1308,
1310, 1312; 1504, 1506, 1508, 1512, 1514,
1516 ; 1702, 1704, 1706, 1708, 1726, 1730,
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1734, 1738) qui peut étre déplacée entre une
premiére position et une deuxiéme position ;
un dispositif d’accouplement configuré pour ac-
coupler la piéce thermorétractable dans la con-
figuration prérétractée a une surface intérieure
(1021 ;1022 ; 1201 ; 1301 ; 1501 ; 1701) de la
découpe de matériau en feuille ;

un dispositif de formation configuré pour former
le carton a partir de la découpe de matériau en
feuille dans lequel la piéce thermorétractable
dans la configuration prérétractée estaccouplée
a la surface intérieure du carton formé ; et

un dispositif de chauffage configuré pour chauf-
fer au moins une partie de la piéce thermoré-
tractable pour rétracter la piéce thermorétracta-
ble en une configuration rétractée afin de dépla-
cer la section mobile de la premiére position a
la deuxiéme position pour obtenir la forme du
carton.

Systeme selon la revendication 22, dans lequel le
dispositif d’accouplement est en outre configuré
pour appliquer un adhésif en un motif déposé a au
moins une partie de la section mobile et pour coller
la piéce thermorétractable a la surface intérieure de
la découpe dans le motif déposé.

Systeme selon la revendication 22, dans lequel le
dispositif de chauffage est en outre configuré pour
rétracter la piéce thermorétractable en la configura-
tion rétractée afin de déplacer la section mobile pour
fermer au moins partiellement un vide (1088 ; 1094 ;
1264, 1266, 1268, 1270 ; 1370, 1372, 1374, 1376,
1378, 1380 ; 1560, 1562 ; 1760, 1762, 1764, 1766)
au moins partiellement défini par la section mobile.

Ensemble (154 ; 312) pour emballer un produit, I'en-
semble comprenant :

un carton (100 ; 266) comportant un dessus
(114 ; 276), un fond (116 ; 278), et un coté (102,
104, 106, 108, 110, 112 ; 268, 270, 272, 274)
s’étendantentre le dessus etle fond, danslequel
au moins I'un du dessus, du fond et du coté com-
prend une section mobile (136, 138, 140, 142,
144,146 ; 298, 300, 302, 304) qui peut étre dé-
placée entre une premiére position et une
deuxiéme position, la section mobile étant sol-
licitée versla premiére position, le carton s’étend
sur une hauteur (118 ; 280) mesurée entre le
dessus et le fond du carton, le c6té comprend
une pluralité de cétés, la section mobile com-
prend une section mobile sur chacun de la plu-
ralité de cotés, chacune des sections mobiles
comprend une extension supérieure (126 ; 288)
s’étendant d’'une partie supérieure (122 ; 284)
du coté respectif le long d’'une ligne de pliage
supérieure (90 ; 256), et une extension inférieu-
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re (128 ; 290) s’étendant d’'une partie inférieure
(124 ; 286) du coéteé respectif le long d’une ligne
de pliage inférieure (94 ; 260) et jointe a I'exten-
sion supérieure du c6té respectif le long d’'une
ligne de pliage centrale (96 ; 262), et chacune
des lignes de pliage centrales de section mobile
est située le long d'un axe longitudinal central
(120 ; 282) du carton a une distance générale-
ment égale du dessus du carton, les lignes de
pliage centrales des sections mobiles étant es-
pacéesd’unedistance radiale parrapportal’axe
longitudinal central du carton dans la premiére
position plus grande que dans la deuxieme po-
sition, dans lequel les sections mobiles peuvent
étre déplacées de la premiére position a la
deuxiéme position en pliant les extensions su-
périeure etinférieure le long des lignes de pliage
supérieure, inférieure et centrales pour déplacer
les lignes de pliage centrales généralement ra-
dialement vers I'axe longitudinal central du car-
ton afin de réduire une section transversale du
carton définie entre les sections mobiles ; et
une couche thermorétractable (152 ; 310) re-
couvrant au moins une partie du carton pour for-
mer le carton, la couche thermorétractable dé-
placantla section mobile de la premiére position
a la deuxiéme position lorsque la couche ther-
morétractable est chauffée de maniére a venir
en contact avec la partie du carton.

Ensemble selon la revendication 25, dans lequel la
pluralité de c6tés comprend six cotés et le carton a
une section transversale généralement hexagonale.

Ensemble selon la revendication 25, dans lequel la
pluralité de cétés comprend quatre cotés et le carton
a une section transversale généralement rectangu-
laire.

Ensemble (790) pour emballer un produit, 'ensem-
ble comprenant :

un carton (740) comportant un dessus (750), un
fond (752), et un coté (742, 744,746, 748, 784,
786) s’étendant entre le dessus et le fond, dans
lequel au moins I'un du dessus, du fond et du
c6té comprend une section mobile (772, 774,
776, 778) qui peut étre déplacée entre une pre-
miere position et une deuxiéme position, la sec-
tion mobile étant sollicitée vers la premiére po-
sition,

dans lequel le c6té est un premier cété, le carton
comprend en outre un deuxiéme cbté, un troi-
siéme c6té et un quatrieme cété, chacun des
premier, deuxiéme, troisieme et quatrieme c6-
tés s’étendant du fond jusqu’au dessus du car-
ton, etla section mobile comprend une premiére
extension (754, 756, 758, 760) s’étendant du
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premier cété le long d’'une premiére ligne de plia-
ge (726) et une deuxiéme extension (754, 756,
758, 760) s’étendant du deuxieme cété le long
d’'une deuxieme ligne de pliage (734), dans le-
quel la section mobile peut étre déplacée de la
premiére position a la deuxiéme position en
pliant les premiere et deuxiéme extensions le
long des premiére et deuxieme lignes de pliage
pour déplacer la premiere extension sur la
deuxiéme extension de sorte que la premiére
extension recouvre au moins partiellement la
deuxiéme extension, dans lequel, dans la pre-
miére position, une ouverture (730) est définie
entre les premiére et deuxiéme extensions et,
dans la deuxiéme position, les premiére et
deuxiéme extensions forment un cinquiéme co-
té du carton défini entre les premier et deuxieme
cbtés et incliné en oblique par rapport aux pre-
mier et deuxiéme cotés ; et

une couche thermorétractable (788) recouvrant
au moins une partie du carton pour former le
carton, la couche thermorétractable déplagant
la section mobile de la premiére position a la
deuxiéme position lorsque la couche thermoré-
tractable est chauffée de maniére a veniren con-
tact avec la partie du carton.

Ensemble selon la revendication 28, dans lequel au
moins 'une de la premiére ligne de pliage et de la
deuxieme ligne de pliage est au moins partiellement
incurvée.

Ensemble selon la revendication 28, dans lequel le
premier c6té comprend une surface incurvée lors-
que la section mobile est dans la deuxiéme position.

Ensemble selon la revendication 28, dans lequel le
cinquiéme cbété ne s’étend que sur une partie d'une
hauteur du carton mesurée entre le dessus et le fond
du carton.

Ensemble selon la revendication 28, dans lequel la
premiére extension recouvre sensiblement la
deuxiéme extension lorsque la section mobile est
dans la deuxiéme position.

Ensemble (422 ;534) pour emballer un produit, I'en-
semble comprenant :

un carton (380 ; 490) comportant un dessus
(390 ; 500), un fond (392 ; 502), et un coté (382,
384, 386, 388 ; 492, 494, 496, 498) s’étendant
entre le dessus et le fond, dans lequel au moins
I'un du dessus, du fond et du c6té comprend une
section mobile (412, 414 ; 522, 524) qui peut
étre déplacée entre une premiére position etune
deuxiéme position, la section mobile étant sol-
licitée vers la premiére position, dans lequel le
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cbté est un premier c6té, le carton comprend en
outre un deuxiéme c6té, un troisieme coté et un
quatrieme c6té, chacun des premier, deuxiéme,
troisieme et quatrieme c6tés s’étendant du fond
jusqu’au dessus du carton, la section mobile
comprend une section mobile sur I'un quelcon-
que de deux cOtés opposés parmi les premier,
deuxiéme, troisieme et quatriéme cbtés, et cha-
cune des sections mobiles comprend une ex-
tension supérieure (402 ; 512) s’étendant d’'une
partie supérieure (398 ; 508) du coté respectif
le long d’une ligne de pliage supérieure (374 ;
484), et une extension inférieure (404 ; 514)
s’étendant d’une partie inférieure (400 ; 510) du
coté respectif le long d’une ligne de pliage infé-
rieure (378 ; 488), dans lequel les sections mo-
biles peuvent étre déplacées de la premiére po-
sition a la deuxiéme position en pliant les exten-
sions supérieure et inférieure le long des lignes
de pliage supérieure et inférieure pour incliner
enoblique les extensions supérieure et inférieu-
re par rapport au cbété respectif et modifier de
ce fait une section transversale du carton le long
d’'une hauteur (394 ; 504) du carton mesurée
entre le dessus et le fond ; et

une couche thermorétractable (420 ; 532) re-
couvrant au moins une partie du carton pour for-
mer le carton, la couche thermorétractable dé-
placantla section mobile de la premiére position
a la deuxiéme position lorsque la couche ther-
morétractable est chauffée de maniére a venir
en contact avec la partie du carton.

Ensemble selon la revendication 33, dans lequel les
deux cbtés opposés parmi les premier, deuxiéme,
troisieme et quatrieme co6tés comprennent chacun
une partie intermédiaire entre les extensions supé-
rieure et inférieure du coté respectif.

Ensemble selon la revendication 33, dans lequel le
carton a une section transversale généralement rec-
tangulaire.

Ensemble selon la revendication 33, dans lequel au
moins I'un des premier, deuxiéme, troisi€me et qua-
trieme c6tés comprend un bord incurvé.

Ensemble selon la revendication 36, dans lequel le
bord incurvé ne s’étend que sur une partie de la hau-
teur du carton.

Ensemble (422 ; 644) pour emballer un produit, I'en-
semble comprenant :

un carton (380 ; 600) comportant un dessus
(390 ;610), un fond (392 ; 612), et un coté (382,
384, 386, 388 ; 602, 604, 606, 608) s’étendant
entre le dessus et le fond, dans lequel au moins
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I'un du dessus, du fond et du c6té comprend une
section mobile qui peut étre déplacée entre une
premiére position et une deuxiéme position, la
section mobile (412, 414 ; 630, 632, 634, 636)
étant sollicitée vers la premiére position, dans
lequel le c6té consiste en une pluralité de cotés
s’étendant du fond jusqu’au dessus du carton,
la section mobile comprend une section mobile
sur chacun de la pluralité de cotés, et chacune
des sections mobiles comprend une partie in-
termédiaire (370 ; 622) du cété respectif s’éten-
dant d’une partie supérieure (398 ; 618) du cbté
respectifle long d’'une ligne de pliage supérieure
(374 ; 596) et s’étendant d’'une partie inférieure
(400 ; 620) du cbté respectif le long d’une ligne
de pliage inférieure (378 ; 598), dans lequel les
sections mobiles peuvent étre déplacées de la
premiére position a la deuxiéme position par
pliage le long des lignes de pliage supérieure et
inférieure pour incliner en oblique les parties in-
termédiaires par rapport aux c6tés respectifs et
modifier de ce fait une section transversale du
carton le long d’'une hauteur (394 ; 614) du car-
ton mesurée entre le dessus et le fond ; et

une couche thermorétractable (420 ; 642) re-
couvrant au moins une partie du carton pour for-
mer le carton, la couche thermorétractable dé-
plagant la section mobile de la premiére position
a la deuxiéme position lorsque la couche ther-
morétractable est chauffée de maniére a venir
en contact avec la partie du carton.

Ensemble selon la revendication 38, dans lequel la
pluralité de cotés comprend quatre c6tés et le carton
a une section transversale généralement rectangu-
laire.

Ensemble selon la revendication 38, dans lequel au
moins I'un de la pluralité de cétés comprend un bord
incurvé.

Ensemble selon la revendication 40, dans lequel le
bordincurvé ne s’étend que sur une partie de la hau-
teur du carton.

Ensemble selon la revendication 38, dans lequel au
moins l'un de la pluralité de c6tés comprend une
surface incurvée.

Ensemble selon la revendication 42, dans lequel la
surface incurvée ne s’étend que sur une partie de la
hauteur du carton.

Procédé pour emballer un produit, le procédé
comprenant :

la formation d’un carton (100 ; 266) comportant
un dessus (114 ; 276), un fond (116 ; 278), et
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un coté (102, 104, 106, 108,110,112 ; 268, 270,
272, 274) s’étendant entre le dessus et le fond,
et une section mobile (136, 138, 140, 142, 144,
146 ; 298, 300, 302, 304) qui peut étre déplaceée
entre une premiére position et une deuxieme
position, la section mobile étant sollicitée vers
lapremiére position, le carton s’étendant surune
hauteur (118 ; 280) mesurée entre le dessus et
le fond du carton, le c6té comprend une pluralité
de cbtés, la section mobile comprend une sec-
tion mobile sur chacun de la pluralité de cotés,
chacune des sections mobiles comprend une
extension supérieure (126 ; 288) s’étendant
d’une partie supérieure (122 ; 284) du coté res-
pectif le long d’'une ligne de pliage supérieure
(90 ; 256), et une extension inférieure (128 ;
290) s’étendant d’'une partie inférieure (124 ;
286) du coté respectif le long d’'une ligne de plia-
ge inférieure (94 ; 260) et jointe a I'extension
supérieure du coteé respectif le long d’une ligne
de pliage centrale (96 ; 262), et chacune des
lignes de pliage centrales de section mobile est
située le long d’'un axe longitudinal central (120 ;
282) du carton a une distance généralement
égale parrapportaudessus du carton, les lignes
de pliage centrales des sections mobiles étant
espacées d’'une distance radiale par rapport a
I'axe longitudinal central du carton dans la pre-
miére position plus grande que dans la deuxie-
me position, dans lequel les sections mobiles
peuvent étre déplacées de la premiére position
ala deuxieéme position par pliage des extensions
supérieure et inférieure le long des lignes de
pliage supérieure, inférieure et centrales pour
déplacer les lignes de pliage centrales généra-
lement radialement vers I'axe longitudinal cen-
tral du carton afin de réduire une section trans-
versale du carton définie entre les sections
mobiles ;

'enroulement d’une couche thermorétractable
(152 ; 310) autour d’au moins une partie du car-
ton comprenant au moins une partie de la sec-
tion mobile du carton ; et

le déplacement de la section mobile de la pre-
miere position a la deuxiéme position pour for-
mer un ensemble d’emballage formé en chauf-
fant la couche thermorétractable de maniere a
rétracterla couche thermorétractable en contact
avec au moins une partie de la section mobile.

Procédé selon la revendication 44, dans lequel la
formation d’un carton comprend en outre la forma-
tion d’'un carton comportant six cétés et une section
transversale généralement hexagonale.

Procédé selon la revendication 44, dans lequel la
formation d’un carton comprend en outre la forma-
tion d’un carton comportant quatre coétés et une sec-
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49.

tion transversale généralement rectangulaire.

Procédé pour emballer un produit, le procédé
comprenant :

la formation d’un carton (740) comportant un
dessus (750), unfond (752), etun c6té 742, 744,
746, 748, 784, 786) s’étendant entre le dessus
et le fond, et une section mobile (772, 774, 776,
778) qui peut étre déplacée entre une premiere
position et une deuxiéme position, la section mo-
bile étant sollicitée vers la premiére position,
dans lequel le c6té est un premier coté, le carton
comprend en outre un deuxiéme c6té, un troi-
siéme c6té et un quatrieme cété, chacun des
premier, deuxiéme, troisieme et quatriéme co6-
tés s’étendant du fond jusqu’au dessus du car-
ton, et la section mobile comprend une premiére
extension (754, 756, 758, 760) s’étendant du
premier cété le long d’'une premiére ligne de plia-
ge (726) et une deuxieme extension (754, 756,
758, 760) s’étendant du deuxieme cété le long
d’'une deuxieme ligne de pliage (734), dans le-
quel la section mobile peut étre déplacée de la
premiére position a la deuxiéme position par
pliage des premiere et deuxiéme extensions le
long des premiére et deuxieme lignes de pliage
de maniere adéplacerla premiére extension sur
la deuxieme extension de sorte que la premiére
extension recouvre au moins partiellement la
deuxiéme extension, dans lequel, dans la pre-
miére position, une ouverture (730) est définie
entre les premiére et deuxiéme extensions et,
dans la deuxiéme position, les premiére et
deuxiéme extensions forment un cinquiéme c6-
té du carton défini entre les premier et deuxieme
cbtés et incliné en oblique par rapport aux pre-
mier et deuxiéme cotés ;

I'enroulement d’'une couche thermorétractable
(788) autour d’au moins une partie du carton
comprenant au moins une partie d’'une section
mobile du carton ; et

le déplacement de la section mobile de la pre-
miére position a la deuxiéme position pour for-
mer un ensemble d’emballage formé (790) en
chauffant la couche thermorétractable de ma-
niére a rétracter la couche thermorétractable en
contact avec au moins une partie de la section
mobile.

Procédé selon la revendication 47, dans lequel la
formation d’'un carton comprend la formation d’un
carton dans lequel au moins I'une de la premiére
ligne de pliage et de la deuxiéme ligne de pliage est
au moins partiellement incurvée.

Procédé selon la revendication 47, dans lequel la
formation d’'un carton comprend la formation d’un
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carton dans lequel le premier c6té a une surface in-
curvée lorsque la section mobile est dans la deuxie-
me position.

Procédé selon la revendication 47, dans lequel la
formation d’un carton comprend la formation d’un
carton dans lequel le cinquieme c6té ne s’étend que
sur une partie d’'une hauteur du carton mesurée en-
tre le dessus et le fond du carton.

Procédé selon la revendication 47, dans lequel la
formation d’un carton comprend la formation d’un
carton dans lequel la premiére extension recouvre
sensiblement la deuxiéme extension lorsque la sec-
tion mobile est dans la deuxiéme position.

Procédé pour emballer un produit, le procédé
comprenant :

la formation d’un carton (380 ; 490) comportant
un dessus (390 ; 500), un fond (392 ; 502), et
uncoté (382,384, 386,388 ;492,494, 496, 498)
s’'étendant entre le dessus et le fond, et une sec-
tion mobile (412, 414 ; 522, 524) qui peut étre
déplacée entre une premiére position et une
deuxiéme position, la section mobile étant sol-
licitée vers la premiére position, dans lequel le
cbté est un premier c6té, le carton comprend en
outre un deuxiéme c6té, un troisieme coté et un
quatrieme c6té, chacun des premier, deuxiéme,
troisieme et quatrieme c6tés s’étendant du fond
jusqu’au dessus du carton, la section mobile
comprend une section mobile sur I'un quelcon-
que de deux cOtés opposés parmi les premier,
deuxiéme, troisieme et quatriéme cbtés, et cha-
cune des sections mobiles comprend une ex-
tension supérieure (402 ; 512) s’étendant d’'une
partie supérieure (398 ; 508) du coté respectif
le long d’une ligne de pliage supérieure (374 ;
484), et une extension inférieure (404 ; 514)
s’étendant d’une partie inférieure (400 ; 510) du
coté respectif le long d’une ligne de pliage infé-
rieure (378 ; 488), dans lequel les sections mo-
biles peuvent étre déplacées de la premiére po-
sition a la deuxiéme position par pliage des ex-
tensions supérieure et inférieure le long des li-
gnes de pliage supérieure et inférieure pour in-
cliner en oblique les extensions supérieure et
inférieure par rapport au coté respectif et modi-
fier de ce fait une section transversale du carton
le long d’'une hauteur (394 ; 504) du carton me-
surée entre le dessus et le fond ;
I'enroulement d’une couche thermorétractable
(420 ; 532) autour d’au moins une partie du car-
ton comprenant au moins une partie d’une sec-
tion mobile du carton ; et

le déplacement de la section mobile de la pre-
miere position a la deuxiéme position pour for-
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mer un ensemble d’emballage formé (422 ; 534)
en chauffant la couche thermorétractable de
maniere arétracter la couche thermorétractable
en contact avec au moins une partie de la sec-
tion mobile.

Procédé selon la revendication 52, dans lequel la
formation d’'un carton comprend la formation d’un
carton dans lequel les deux c6tés opposés parmiles
premier, deuxiéme, troisieme et quatrieme cotés
comprennent chacun une partie intermédiaire entre
les extensions supérieure et inférieure du coté res-
pectif.

Procédé selon la revendication 52, dans lequel la
formation d’'un carton comprend la formation d’un
carton ayant une section transversale généralement
rectangulaire.

Procédé selon la revendication 52, dans lequel la
formation d’un carton comprend la formation du car-
ton dans lequel au moins I'un des premier, deuxié-
me, troisiéme et quatrieme cotés comprend un bord
incurve.

Procédé selon la revendication 55, dans lequel la
formation d’un carton comprend la formation du car-
ton de sorte que le bord incurvé ne s’étende que sur
une partie de la hauteur du carton.

Procédé pour emballer un produit, le procédé
comprenant :

la formation d’un carton (380 ; 600) comportant
un dessus (390 ; 610), un fond (392 ; 612), et
un coté (382, 384, 386, 388 ; 602,604, 606, 608)
s’étendant entre le dessus et le fond, et une sec-
tion mobile (412, 414 ; 630, 632, 634, 636) qui
peut étre déplacée entre une premiére position
etune deuxiéme position, la section mobile étant
sollicitée vers la premiére position, dans lequel
le cbté consiste en une pluralité de cotés s’éten-
dant du fond jusqu’au dessus du carton, la sec-
tion mobile comprend une section mobile sur
chacun de la pluralité de cbtés, et chacune des
sections mobiles comprend une partie intermé-
diaire (370 ; 622) du c6té respectif s’étendant
d’une partie supérieure (398 ; 618) du coté res-
pectif le long d’'une ligne de pliage supérieure
(374 ; 596) et s’étendant d’'une partie inférieure
(400 ; 620) du coté respectif le long d’une ligne
de pliage inférieure (378 ; 598), dans lequel les
sections mobiles peuvent étre déplacées de la
premiére position a la deuxiéme position par
pliage le long des lignes de pliage supérieure et
inférieure pour incliner en oblique les parties in-
termédiaires par rapport aux c6tés respectifs et
modifier de ce fait une section transversale du
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carton le long d’'une hauteur (394 ; 614) du car-
ton mesurée entre le dessus et le fond ;
'enroulement d’une couche thermorétractable
(420 ; 642) autour d’au moins une partie du car-
ton comprenant au moins une partie d’une sec-
tion mobile du carton ; et

le déplacement de la section mobile de la pre-
miere position a la deuxiéme position pour for-
mer un ensemble d’emballage formé (422 ;644)
en chauffant la couche thermorétractable de
maniére a rétracter la couche thermorétractable
en contact avec au moins une partie de la sec-
tion mobile.

Procédé selon la revendication 57, dans lequel la
formation d’un carton comprend la formation d’un
carton comportant quatre c6tés et une section trans-
versale généralement rectangulaire.

Procédé selon la revendication 57, dans lequel la
formation d’un carton comprend la formation d’un
carton de sorte qu’au moins I'un de la pluralité de
c6tés comprenne un bord incurvé.

Procédé selon la revendication 59, dans lequel la
formation d’un carton comprend la formation d’un
carton de sorte que le bord incurvé ne s’étende que
sur une partie de la hauteur du carton.

Procédé selon la revendication 57, dans lequel la
formation d’un carton comprend la formation d’un
carton de sorte qu’au moins I'un de la pluralité de
c6tés comprenne une surface incurvée.

Procédé selon la revendication 61, dans lequel la
formation d’un carton comprend la formation d’un
carton de sorte que la surface incurvée ne s’étende
que sur une partie de la hauteur du carton.

Procédé pour appliquer un film thermorétractable
(152 ;310 ;642 ;788) a un carton (100 ; 266 ; 380 ;
600 ; 740) pour obtenirune forme du carton, le carton
comprenant un panneau supérieur (114 ;276 ;610 ;
750), un panneau inférieur (116 ; 278 ; 612 ; 752),
une pluralité de panneaux latéraux (102, 104, 106,
108, 110, 112 ; 268, 270, 272, 274 ; 602, 604, 606,
608 ; 742, 744, 746, 748) s’étendant entre le pan-
neau supérieur et le panneau inférieur, et une sec-
tion mobile (136, 138, 140, 142, 144, 146 ; 298, 300
302, 304 ; 630, 632, 634,636 ; 772, 774,776, 778)
qui peut étre déplacée entre une premiére position
et une deuxiéme position, le procédé comprenant :

la fourniture d’'un film thermorétractable mais
non rétracté ;

I'enroulement du film dans une condition non
chauffée autour d’au moins une partie du carton
comprenant au moins une partie de la section
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mobile du carton, dans lequel la section mobile
comprend au moins une ouverture (98 ; 264)
ayant une taille et au moins un panneau mobile,
dans lequel ladite au moins une ouverture est
une découpe définie dans au moins l'un de la
pluralité de panneaux latéraux ; et

le déplacement de la section mobile de la pre-
miére position a la deuxiéme position pour ob-
tenir la forme du carton en chauffant le film ther-
morétractable de maniére arétracter le film ther-
morétractable en contact avec au moins une
partie de la section mobile, dans lequel le dé-
placement de la section mobile comprend le dé-
placement dudit au moins un panneau mobile
et la réduction de la taille de ladite au moins une
ouverture de la section mobile.

64. Procédé selon la revendication 63, dans lequel la

65.

66.

67.

fourniture d’un film thermorétractable mais non ré-
tracté comprend en outre :

la fourniture d’un film thermorétractable mais
non rétracté comportant une extrémité avant et
une extrémité arriere non attachée a I'extrémité
avant ;

la liaison de I'extrémité avant du film au carton ;
I'enroulement du film dans une condition non
chauffée autour d’au moins une partie du carton
comprenant au moins une partie de la section
mobile du carton ; et

laliaison de I'extrémité arriére du film a au moins
I'un du carton et du film lui-méme.

Procédé selon la revendication 64, dans lequel le
carton comprend en outre au moins un raccord, dans
lequel ledit au moins un raccord est formé lorsqu’au
moins deux panneaux sont collés l'un a l'autre, et
dans lequel la liaison de I'extrémité avant du film au
carton comprend en outre la liaison de I'extrémité
avant du film dans un raccord du carton de sorte que
I'extrémité avant ne soit pas visible.

Procédé selon la revendication 63, dans lequel la
fourniture d’un film thermorétractable mais non ré-
tracté comprend en outre la fourniture d’un film ther-
morétractable mais non rétracté sous la forme d’'un
manchon préformé, le manchon comportant une
ouverture dimensionnée pour recevoir le carton.

Procédé selon la revendication 66, dans lequel la
fourniture d’un film thermorétractable mais non ré-
tracté sous la forme d’'un manchon préformé com-
prend en outre :

Iinsertion du carton dans ['ouverture du
manchon ; et
le déplacement de la section mobile de la pre-
miére position a la deuxiéme position pour ob-
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tenir une forme du carton en chauffant le man-
chon thermorétractable de maniére a rétracter
le manchon thermorétractable en contact avec
au moins une partie de la section mobile.

Procédé selon la revendication 63, dans lequel la
fourniture d’un film thermorétractable mais non ré-
tracté comprend en outre la fourniture d’un film ther-
morétractable mais non rétracté qui comprend un
marquage sur celui-ci.

Procédé selon la revendication 63, dans lequel la
fourniture d’'un film thermorétractable mais non ré-
tracté comprend en outre la fourniture d’un film ther-
morétractable mais non rétracté comportant un mar-
quage sur celui-ci comprenant des graphiques pour
le carton, dans lequel les graphiques sont appliqués
en utilisant une encre opaque.

Procédé selon la revendication 63, dans lequel la
fourniture d’'un film thermorétractable mais non ré-
tracté comprend en outre la fourniture d’un film ther-
morétractable mais non rétracté comportant un mar-
quage sur celui-ci comprenant des graphiques pour
le carton, dans lequel les graphiques sont appliqués
en utilisant une encre translucide de sorte que les
graphiques du film soient coordonnés avec des gra-
phiques supplémentaires imprimés sur le carton.

Procédé selon la revendication 63, dans lequel la
fourniture d’'un film thermorétractable mais non ré-
tracté comprend en outre la fourniture d’un film ther-
morétractable mais non rétracté fabriqué a partir
d’au moins I'un du polyéthyléne, du polypropyléne,
du polychlorure de vinyle, du polyester, du polyester
glycol, du nylon, et/ou du polystyrene orienté.

Procédé selon la revendication 63, dans lequel le
carton s’étend surune hauteur mesurée entre le des-
sus et le fond du carton, et le film s’étend sur une
hauteur supérieure a la hauteur du carton, et dans
lequel I'enroulement du film comprend en outre :

I'enroulement du film dans une condition non
chauffée autour du carton comprenantla section
mobile du carton, dans lequel le film s’étend sur
une distance al’extérieur d’au moins’'un du des-
sus et du fond du carton ; et

le chauffage du film thermorétractable de ma-
niere a rétracter le film thermorétractable en
contact avec au moins une partie d’au moins
'un du dessus et du fond du carton pour la réa-
lisation d’au moins I'une d’une mesure d’invio-
labilité, d’une barriére a 'humidité et d’'une bar-
riere au tamisage.

Procédé selon la revendication 63, dans lequel le
carton s’étend surune hauteur mesurée entre le des-
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sus et le fond du carton, et le film s’étend sur une
hauteur inférieure a la hauteur du carton, et dans
lequel I'enroulement du film comprend en outre I'en-
roulement du film dans une condition non chauffée
autour d’une partie du carton comprenant au moins
une partie de la section mobile du carton.

Procédé selon la revendication 63, dans lequel le
déplacement de la section mobile comprend en
outre :

la fourniture d’'une pluralité de types de films
thermorétractables comprenant des films ther-
morétractables ayant différentes orientations et
différents pourcentages de rétraction ; et

le déplacement de la section mobile de la pre-
miére position ala deuxiéme position en utilisant
la pluralité de types de films thermorétractables
pour obtenir une forme du carton en chauffant
le film thermorétractable de maniére a rétracter
le film thermorétractable en contact avec au
moins une partie de la section mobile.

Procédé selon la revendication 63, dans lequel le
déplacement de la section mobile comprend en outre
I'application d’'une pluralité de températures de
chauffage différentes a au moins une partie du film
thermorétractable pour commander un degré de ré-
traction du film.

Procédé selon la revendication 63, comprenant en
outre :

la commande d’'un degré de rétraction du film
par au moins I'une de l'utilisation d’un type spé-
cifique de film, de la commande d’'une tempéra-
ture du chauffage, et de la concentration du
chauffage sur le film ; et

le déplacement de la section mobile de la pre-
miére position a la deuxiéme position pour ob-
tenir la forme qui comprend au moins une dé-
coupe dans le carton de sorte qu’un produit in-
clus dans le carton soit visible.

Procédé selon la revendication 63, dans lequel le
déplacement de la section mobile comprend en outre
la modification d’'une section transversale d’au
moins une partie du carton.

Procédé selon la revendication 63, dans lequel la
section mobile comprend une premiére section mo-
bile et une deuxieéme section mobile, et le déplace-
ment de la section mobile comprend en outre le re-
couvrement de la deuxiéme section mobile par la
premiére section mobile.

Systeme pour appliquer un film thermorétractable
(152 ;310 ;642 ;788) aun carton (100 ; 266 ; 380 ;
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600 ; 740) pour obtenir une forme du carton, le sys-
teme comprenant :

un carton comprenant un panneau supérieur
(114 ; 276 ; 610 ; 750), un panneau inférieur
(116 ; 278 ; 612 ; 752), une pluralité de pan-
neaux latéraux (102, 104, 106, 108, 110, 112;
268, 270, 272, 274 ; 602, 604, 606, 608 ; 742,
744,746, 748) s’étendant entre le panneau su-
périeur et le panneau inférieur, et une section
mobile (136, 138, 140, 142, 144, 146 ; 298, 300
302, 304 ; 630, 632, 634, 636 ; 772, 774, 776,
778) qui peut étre déplacée entre une premiére
position et une deuxiéme position ;

un dispositif d’enroulement configuré pour en-
rouler un film thermorétractable mais nonrétrac-
té dans une condition non chauffée autour d’au
moins une partie du carton comprenant au
moins une partie de la section mobile du carton,
dans lequel la section mobile comprend au
moins une ouverture (98 ; 264) ayant une taille
et au moins un panneau mobile, dans lequel la-
dite au moins une ouverture est une découpe
définie dans au moins 'un de la pluralité de pan-
neaux latéraux ; et

un dispositif de chauffage configuré pour chauf-
ferau moins une partie du film thermorétractable
en contact avec au moins une partie de la sec-
tion mobile pour déplacer la section mobile de
la premiere position a la deuxiéme position pour
obtenir une forme du carton, dans lequel le dé-
placement de la section mobile comprend le dé-
placement dudit au moins un panneau mobile
et laréduction de la taille de ladite au moins une
ouverture de la section mobile.

80. Systeme selon la revendication 79, dans lequel le

81.

film thermorétractable mais non rétracté comprend
une extrémité avant et une extrémité arriére non at-
tachée al'extrémité avant, et dans lequel le dispositif
d’enroulement est en outre configuré pour :

lier 'extrémité avant du film au carton ;
enrouler le film dans une condition non chauffée
autour d’au moins une partie du carton compre-
nant au moins une partie de la section mobile
du carton ; et

lier 'extrémité arriére du film a au moins I'un du
carton et du film lui-méme.

Systeme selon la revendication 80, dans lequel le
carton comprend en outre au moins un raccord, dans
lequel ledit au moins un raccord est formé lorsqu’au
moins deux panneaux sont collés I'un a l'autre, et
dans lequel le dispositif d’enroulement est en outre
configuré pour lier I'extrémité avant du film dans un
raccord du carton de sorte que I'extrémité avant ne
soit pas visible.
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82. Systeme selon la revendication 79, dans lequel le

dispositif d’enroulement est en outre configuré pour
insérer le carton dans un film thermorétractable mais
non rétracté sous la forme d’un manchon préformée,
le manchon comportant une ouverture dimension-
née pour recevoir le carton.
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