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Description

[0001] The present invention relates to a carton formed
at least from an outer blank and an inner blank, as defined
in the preamble of claim 1.

BACKGROUND

[0002] Cartons are typically shipped in bulk quantities.
During shipping, the cartons may be vertically stacked
upon each other in order to maximize the amount of prod-
uct shipped in a particular vessel. The amount of product
shipped may depend, however, on the load-bearing ca-
pacity of the stacked cartons. It is therefore desirable to
produce cartons having high rigidity and/or strength in
compression for shipping, and for other purposes such
as the protection of the carton contents in general.
[0003] A conventional method for increasing the
strength of a carton is to produce the carton from a blank
of a different, stronger board material, or to produce the
blank from the same carton material but of greater thick-
ness or caliper. Such methods typically increase the
costs associated with manufacturing the carton, with the
material costs of manufacture generally increasing ac-
cording to the cost of increasing the strength and/or thick-
ness of the entire blank. Some sections of the blank, how-
ever, may not be load-bearing, and the additional costs
associated with increasing the strength of non-load bear-
ing sections of the blank are wasted.
[0004] Insert members may be introduced into certain
carton structures to increase carton strength. Features
of a certain complexity such as insert members, however,
may require the carton blank to be prepared in a batch
process, where feartures or articles are individually cut
and/or glued to the carton blank. Batch processing may
be slow, however, and may involve high costs.
[0005] A carton of the generic type as defined in the
preamble of claim 1 is disclosed e.g. in DE 10 2005 005
500 B3. So as to allow reclosing of the carton after its
initial opening there is provided a latch at the top edge
of the inner blank front panel which latch cooperates with
a counter-piece provided at the inner surface of the lid
portion of the outer blank front panel. A similar carton is
disclosed by DE 10 2005 053 561 A1.
[0006] The present invention aims at providing for a
carton of the generic type which is improved in terms of
handling and ease of use.

SUMMARY

[0007] The object set out above is achieved by a carton
as defined in claim 1.
[0008] According to the invention, the carton is formed
from an inner blank adhered to an outer blank. A lid pat-
tern is formed at least in the outer blank and defines a
pivotable lid in a top portion of the carton. A latch feature
more precisely defined in claim 1 is formed in the carton
that allows the lid to be selectively opened and reclosed.

The latch feature can incorporate portions of the inner
and outer blank that interact to maintain the lid in a closed
position. When opened, the lid may separate from the
inner blank ply of the carton and can be pivoted between
open and closed positions.
[0009] According to one aspect of the first embodi-
ment, the inner blank forms a reinforcing sleeve lining on
an inner surface of the outer blank that increases the
strength of the carton. The inner blank can be configured
to reinforce the exterior blank at any number of desired
locations. Selected reinforcement of specific areas of the
exterior blank can produce a high strength carton while
using relatively small amounts of board.
[0010] According to another aspect of the described
embodiment, multi-ply carton blanks can be formed in a
continuous process where outer and inner webs are in-
dividually and/or simultaneously provided with repeating
patterns of disruption. The outer and inner webs are
joined together in the continuous process to form carton
blanks that have one or more multi-ply sections. The inner
and outer carton blanks can be formed from material
webs that are capable of, for example, continuous and
simultaneous processing on the same production line so
that the multi-ply blanks are quickly and easily manufac-
tured.
[0011] Other aspects, features, and details of the
present invention can be more completely understood
by reference to the following detailed description, taken
in conjunction with the drawings and from the appended
claims.

BRIEF DESCRIPTION OF THE DRAWING FIGURES

[0012] FIG. 1 is a schematic illustration of a continuous
process production line for producing multi-ply carton
blanks.
[0013] FIG. 2A is a plan view of a multi-ply blank used
to form a carton having a reclosable lid according to a
first embodiment of the invention.
[0014] FIG. 2B is an isolated plan view of an inner blank
ply of the multi-ply blank of FIG. 2A.
[0015] FIG. 3 illustrates adhesive lines formed by the
production line illustrated in FIG. 1.
[0016] FIG. 4 illustrates a pattern of lines of disruption
formed in a first material web by the production line illus-
trated in FIG. 1.
[0017] FIG. 5 illustrates a pattern of lines of disruption
formed in a second material web by the production line
illustrated in FIG. 1.
[0018] FIG. 6 illustrates a pattern of lines of disruption
formed in the first and second material webs.
[0019] FIG. 7 illustrates the multi-ply carton according
to the first embodiment of the invention.
[0020] FIGS. 8 and 9 illustrate opening of the reclos-
able lid of the first carton embodiment.
[0021] FIG. 10 illustrates reclosure of the reclosable
lid.
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DETAILED DESCRIPTION

[0022] Briefly described, an aspect of the present in-
vention is directed to a multi-ply carton 190 (illustrated
in FIG. 7) having enhanced strength and rigidity. The
carton 190 is formed from a multi-ply blank 8 (illustrated
in FIG. 2A) comprising an exterior blank 5 reinforced with
one or more interior reinforcing blanks adhered to the
exterior blank. The multi-ply carton 190 may have a piv-
otable lid that is easy to access, open, and reclose. The
lid may also interact with a reinforcing blank to prevent
product from escaping the carton when the lid is closed.
In this specification, the terms "bottom," "front," "back,"
"end" and "top" are used to indicate orientations deter-
mined in relation to fully erected cartons placed in upright
configurations, and are not intended to limit the scope of
the invention.
[0023] The multi-ply blank 8 used to form a carton 190
may be formed, for example, in a continuous process
production line capable of forming multi-ply blanks. FIG.
1 is a schematic illustration of such a continuous process
production line. In FIG. 1, first and second webs of ma-
terial A and B are unrolled continuously and processed
in the production line. The web A may be provided with
lines of disruption at a disrupting station D. The web B
may be provided with adhesive at station E before the
webs A and B are laminated together at a lamination
station F. The combined webs A, B are subsequently
passed through a disrupting station G. The laminated
webs A, B may then be separated into individual multi-
ply carton blanks 8 at the disrupting station G, and also
provided with additional lines of disruption in the com-
bined webs A, B. The combined webs A, B are generally
separated into the individual, multi-ply blanks 8 at loca-
tions between repeating patterns of lines of disruption in
the webs A, B. Repeating patterns of disruption in the
web B may differ, for example, from patterns formed in
the web A, if any, so that the individual plies of the lam-
inate blanks 8 have different properties and/or capabili-
ties.
[0024] Referring to FIG. 2A, the multi-ply blank 8 used
to form the carton 190 is formed from an outer blank 5
and an inner, reinforcing blank 6 adhered, laminated or
otherwise joined to the outer blank 5. The outer blank 5
can be formed from, for example, a web of continuously
moving web of material such as the web B shown in FIG.
1, and the inner blank 6 can be formed from a continu-
ously moving web of material such as the web A. The
terms "outer" and "inner" are used in this specification to
indicate the location of the respective blank plies 5, 6 in
cartons formed or erected from the finished multi-ply
blanks 8. In FIG. 2A, the entire outer or exterior print
surface of the outer blank 5 is visible, and the inner blank
6 is joined to the opposite, interior or underside of the
outer blank 5. The inner blank 6 is not visible in FIG. 2A
and the lead line from reference number 6 is therefore
shown by dashed lines. Upper and lower edges 7 and 9,
respectively, of the inner blank 6 are indicated in FIG. 2A

by dashed hidden lines. The inner blank ply 6 is illustrated
separately (i.e., in isolation) in FIG. 2B.
[0025] The final multi-ply blank 8 is "multi-ply" in that
the joined inner and outer blank plies 6 and 5 comprising
the multi-ply blank 8 include substantial overlapping por-
tions. Also, a majority of the overlapping surfaces of the
inner and outer blank plies 6, 5 may be adhered adjacent
to one another. For example, the blanks 5 and 6 have
slightly different perimeters or "footprints" and do not
overlap at all points, but at least substantially all of the
surface of the inner blank 6 is adjacent and/or adhered
to the outer blank 5.
[0026] Referring again to FIG. 2A, the outer blank ply
5 comprises a back panel 10 foldably connected to a first
end panel 20 at a first transverse fold line 21, a front
panel 30 foldably connected to the first end panel 20 at
a second transverse fold line 31, and a second end panel
40 foldably connected to the front panel 30 at a third
transverse fold line 41. An adhesive panel 50 may be
foldably connected to the second end panel 40 at a fourth
transverse fold line 51. The blank 8 is two-ply where the
inner blank 6 overlaps the sections of the outer blank 5
defined by the panels 10, 20, 30, 40, 50.
[0027] The back panel 10 is foldably connected to a
back top flap 12 and a back bottom flap 14. The first end
panel 20 is foldably connected to a first end top flap 22
and a first end bottom flap 24. The front panel 30 is fold-
ably connected to a front top flap 32 and a front bottom
flap 34. The second end panel 40 is foldably connected
to a second end top flap 42 and a second end bottom
flap 44. The top flaps 12, 22, 32, 42 extend along a first
or top marginal area of the outer blank 5, and may be
foldably connected along a first longitudinally extending
fold line 62. The bottom flaps 14, 24, 34, 44 extend along
a second or bottom marginal area of the outer blank 5,
and may be foldably connected along a second longitu-
dinally extending fold line 64.
[0028] The first and second longitudinal fold lines 62,
64 may be, for example, generally straight fold lines, or,
the fold lines 62, 64 may be offset at one or more locations
to account for, for example, blank thickness or other fac-
tors. When the carton 190 (FIG. 7) is erected, the top
flaps 12, 22, 32, 42 close a top of the carton 190, and
the bottom flaps 14, 24, 34, 44 close a bottom of the
carton 190. The front top flap 32 can include a longitudinal
fold line 35 defining a distal section 36 in the front top
flap 32. The front bottom flap 34 can include a longitudinal
fold line 33 defining a distal section 38.
[0029] The upper and lower edges 7, 9 of the inner
blank 6 are spaced a small distance within the first and
second longitudinal fold lines 62, 64, respectively. The
clearances between the edges 7, 9 of the blank 6 and
the respective fold lines 62, 64 in the outer blank 5 allow
the top and bottom flaps 12, 22, 32, 42, 14, 24, 34, 44 to
be folded inwardly when erecting the carton 190.
[0030] The outer blank 5 is provided with a lid pattern
80 comprising lines of disruption that define a pivotable
lid 100 (illustrated in FIGS. 7-10) in the multi-ply carton
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190. The lines of disruption forming the lid pattern 80
may be formed, for example, so that they do not extend
into the inner blank play 6, or extend into the inner ply a
small degree.
[0031] The lid pattern 80 includes oblique breachable
lines of disruption 102, 104 that extend across the end
panels 20, 40, respectively, and define the side edges of
a front wall 120 of the lid 100. The breachable lines of
disruption 102, 104 may be, for example, tear lines
formed from a series of cuts and/or perforations. A pair
of spaced parallel breachable lines of disruption 106, 108
extend through the panels 20, 30, 40 and define a tear
strip 116 that defines a lower edge of the front wall 120.
The breachable lines of disruption 102, 104 may be, for
example, tear lines formed from a cut-scores. Arcuate
cuts 110, 112 may be formed in the cut-score 108 to
facilitate tearing of the tear strip 116. Nicks may be
formed at one end of the tear strip 116 to define a tear
tab 118 at an end of the tear strip 116.
[0032] According to the invention, a click-shut latch
130 is formed in the outer blank 5, and has an outer
perimeter defined by a breachable perimeter line of dis-
ruption 140. The breachable perimeter line of disruption
140 may be formed from, for example, a series of cuts
and/or perforations. A base portion 134 of the click-shut
latch 130 is foldably connected to a latch tab or flap 132
at a longitudinal hinge or fold line 136. The pivotable lid
100 (FIG. 7) defined in the outer blank 5 may remain
unadhered to the inner blank 6, except at the base 134
of the click-shut latch 130. The pattern of adhesion of the
inner blank 6 to the outer blank 5 is described in detail
below with reference to FIGS. 2B and 3.
[0033] FIG. 2B is an isolated plan view of the side of
the inner ply or blank 6 that is adhered to the outer blank
5. In FIG. 2B, the inner ply 6 is shown separate and iso-
lated from the outer blank 5 in order to more clearly illus-
trate the lines of disruption formed in the inner blank 6.
The inner blank ply 6 comprises a back panel 210 foldably
connected to a first end panel 220 at the transverse fold
line 21, a front panel 230 foldably connected to the first
end panel 220 at the transverse fold line 31, a second
end panel 240 foldably connected to the front panel 230
at the transverse fold line 41, and an adhesive panel 250
foldably connected to the back panel 210 at a transverse
fold line 51. The common reference numbers for the
transverse fold lines 21, 31, 41, 51 in the blanks 5, 6 are
used to indicate that the fold lines in the inner and outer
blank 5, 6 can be formed in a single disrupting operation
(e.g., in the same nip defined by the male and female
rollers G1, G2 of the disrupting station G shown in FIG.
1). In accordance with the first embodiment, this method
of production ensures that the panels 210, 220, 230, 240,
250 of the inner blank 6 generally correspond to and align
with the panels 10, 20, 30, 40, 50 respectively, in the
outer blank 5.
[0034] FIG. 3 is an adhesive or glue target drawing
illustrating the locations of longitudinally extending ad-
hesive lines 160, 162, 164, 166, 168, 170, 172, 174

formed on the outer blank 5 in order to adhere the inner
blank 6 to the outer blank 5. One or more of the adhesive
lines 160, 162, 164, 166, 168, 170, 172, 174 may alter-
natively be applied to the inner blank 6 to adhere the
blanks 5, 6 together. The adhesive lines 160, 162, 164,
166, 168, 170, 172, 174 may be applied, for example, at
the adhesive application station E shown in FIG. 1. As
shown in FIG. 3, the area of the outer blank 5 within the
lid pattern 80 is free of adhesive except at the base 134
of the click-shut latch 130. This allows the lid 100 formed
from the lid pattern 80 to pivot away from the inner blank
6 when the latch 130 is breached. The adhesive lines
160, 172 extend longitudinally alongside an upper portion
of the lid pattern 80 so that the inner blank 6 is adhered
to the outer blank substantially to an upper edge of the
carton 190 (shown in FIG. 9).
[0035] An exemplary continuous processing method
of forming multi-ply blanks 8 is discussed below with ref-
erence to FIGS. 1-6.
[0036] Referring to FIG. 1, the first and second webs
of material A and B are unrolled continuously from rolls.
The outer blank 5 can be formed from the web B and the
inner blank 6 can be formed from the web A. Referring
also to FIG. 4, the first or inner web A can be provided
with longitudinal cuts that define the upper and lower edg-
es 7 and 9 of the inner blank 6. The longitudinal cuts can
be provided if the roll of inner web material A has an initial
width that is greater than the width of the final inner blank
6. The second or outer web B may then be provided with
the adhesive pattern illustrated in FIG. 3. In FIG. 1, the
adhesive station E is schematically illustrated by a glue
spray nozzle arrangement. Other apparatus for applying
adhesive, such as print rollers, for example, can also be
used to apply an adhesive pattern to the outer web B.
After the application of adhesive, the webs A and B are
laminated together at lamination station F (e.g., by pass-
ing the webs through a nip defined between opposed
rollers).
[0037] Referring to FIGS. 1, 5 and 6, the disrupting
station G forms the patterns of disruption shown in FIGS.
5 and 6 in the combined web A, B. The disrupting station
G may, for example, form differing patterns of lines of
disruption in each of the webs A, B. In the exemplary
embodiment, the disrupting station G repeats the pattern
shown in FIG. 5 end-to-end continuously in only the outer
web B as the web is advanced through the continuous
process production line. The pattern shown in FIG. 6 is
formed in both the outer web B and the inner web A.
[0038] As described above, the disrupting station G
can comprise the first male roller G1 and the second fe-
male roller G2 with respective male and female die pat-
terns for forming the patterns shown in FIGS. 5 and 6.
With respect to the pattern shown in FIG. 5, the portions
of the disrupting die used to form the outer web B may
also disrupt the inner web A to some small degree. How-
ever, the pattern shown in FIG. 5 is not intended to be
formed in the inner web A such that the functions asso-
ciated with the pattern shown therein, particularly the lid
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pattern 80, are imparted to the inner web A.
[0039] Both the inner web A and the outer web B are
provided with the pattern of lines of disruption shown in
FIG. 6. The pattern shown in FIG. 6 is repeated end-to-
end continuously in the combined webs A and B as the
webs are advanced through the production line. The pe-
rimeter cuts shown in FIG. 6 separate the processed
webs A, B into individual blanks 8. The resultant blanks
8 then exit the station G as shown in FIG. 1. Scrap ma-
terial from the joined webs A, B can be removed at this
time.
[0040] The patterns illustrated in FIGS. 5 and 6 are
illustrated as formed at a single disrupting station G (e.g.,
nip) comprising opposed male and female die rollers. In
an alternative embodiment, flat reciprocating dies can be
used at the disrupting station G. In accordance with the
first embodiment, the lines of disruption shown in FIGS.
5 and 6 are formed "simultaneously" in the sense that
they are formed at the same disrupting station G. In the
exemplary embodiment, the respective patterns are
formed simultaneously in that a single pair of rollers G1,
G2 forms the patterns. The patterns in FIGS. 5 and 6
may also be formed by the same reciprocating die at the
disrupting station G.
[0041] An exemplary method of constructing the car-
ton 190 from the blank 8 is discussed below.
[0042] Referring to FIGS. 2A, 2B and 3, the carton 190
may be erected by folding the multi-ply blank 8 flat about
the transverse fold lines 21, 41 and adhering the exterior
side of the adhesive panel 50 to the interior side of the
second end panel 240 of the inner blank 6. The multi-ply
blank 8 may then be "opened" to have a generally rec-
tangular tubular shape. To close the bottom of the tubular
carton form, the first and second end bottom flaps 24, 44
are folded inwardly, followed by the back bottom flap 14,
then the front bottom flap 34. The underside of the front
bottom flap 34 is adhered to the exterior side of the back
bottom flap 14. Portions of the first and second end bot-
tom flaps 24, 44 may also be adhered to one or both of
the bottom flaps 14, 34. To close the top of the tubular
carton form, the first and second end top flaps 22, 42 are
folded inwardly, followed by the back top flap 12, then
the front top flap 32. The underside of the front top flap
32 is adhered to the exterior side of the back top flap 12.
Portions of the first and second end top flaps 22, 44 may
also be adhered to the flaps 12, 32. The flaps 12, 22, 32,
42, 14, 24, 34, 44 may be adhered by, for example, glue,
adhesives, or other means. Dispensable product, such
as, for example, laundry detergent, or other items, can
be loaded into the carton at any time before fully enclos-
ing the carton. Other articles and dispensable products
may also be accommodated within the carton.
[0043] FIG. 7 illustrates the erected carton 190 with
the top and bottom ends of the tubular form closed. The
erected carton 190 has a generally parallelepipedal form,
with the outer blank 5 forming an outer ply of the carton,
and the inner blank 6 (not visible in FIG. 7) reinforcing
the carton interior. Referring also to FIG. 1, the portion

of the outer blank 5 defined by the lid pattern 80 in part
defines a reclosable lid 100 in an upper portion of the
carton 190. As shown in FIG. 7, the tear strip 116 extends
partially around the perimeter of the carton 190.
[0044] FIGS. 8-10 illustrate opening and reclosing of
the pivotable lid 100. In FIGS. 8-10, the surface of the
inner blank 6 is shaded with stippling solely to distinguish
the inner blank from the outer blank 5, which is not shad-
ed. Referring to FIG. 8, the pivotable lid 100 may be
opened by grasping the tear tab 118 (shown in FIG. 1)
and removing the tear strip 116 along the tear lines 106,
108. The lid 100 may now be pivoted upward so that the
outer blank 5 tears along the oblique lines of disruption
102 in the outer blank 5. If perforations are used to form
the perimeter 140 of the latch 130, the user may also
press in at the base 134 and/or tab 132 to pre-break the
perforation 140 before pivoting the lid 100 open. The lid
100 can then be pivoted open about the fold or hinge line
62 as shown in FIG. 9. As shown in FIG. 9, the base 134
of the latch 130 is adhered to the inner blank 6 and sep-
arates from the remainder of the lid 100, which creates
a latch aperture or opening 142 in the front wall 120 of
the lid 100. The latch tab 132 remains attached to the
base 134 and also separates from the lid 100. The inner
blank 6 may remain intact and constitutes a reinforcing
sleeve in the interior of the carton 190.
[0045] Referring to FIG. 10, the lid 100 may be re-
closed by first bending the latch tab 132 upwardly at the
fold line 136 so that the latch tab 132 projects outwardly
from the inner blank 6 in a latching position. Alternatively,
opening of the lid 100 may be sufficient to bend the latch
tab 132 to its latching position. The lid 100 is pivoted
downwardly and selectively secured in a closed state by
engaging the latch tab 132 with the perimeter of the latch
opening 142. It is not required that the latch tab 132 bend
outwardly to secure the lid in its closed position.
[0046] The pivotable lid 100 can be opened again by
lifting upwardly on the lid 100 to disengage the latch tab
132 from the latch opening 142. According to the above
embodiment, the latch tab 132 can emit an audible noise,
such as a ’click,’ when the tab 132 is engaged and/or
disengaged with the latch opening 142.
[0047] According to the above embodiment, the carton
190 may be used as a dispensing container for detergent
and other particulate product. The carton 190 may be
formed, for example, such that there are substantially no
gaps between the laminated plies of the carton. The fold-
ing and gluing process may be greatly simplified through
the elimination of separate insert pieces and the related
equipment, resulting in faster production.
[0048] Also according to the above embodiment, an
exterior carton blank can be selectively reinforced at de-
sired locations by one or more reinforcing blanks. The
carton formed from the resulting multi-ply blank can ac-
cordingly have enhanced strength and rigidity at selected
sections of the carton. Selected reinforcement of specific
areas of the exterior blank produces a high strength car-
ton while using comparatively small amounts of board
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material.
[0049] In accordance with the exemplary embodi-
ments, the cartons may be constructed of paperboard,
for example. The webs used to form the blanks may be
thicker and heavier than ordinary paper. The blanks, and
thus the cartons, can also be constructed of other mate-
rials, such as cardboard, or any other material having
properties suitable for enabling the carton to function at
least generally as described above. For example, one or
both of the blanks may be formed from coated solid
unbleached sulfate (SUS) board.
[0050] One or more panels of the blanks discussed
above can be coated with varnish, clay, or other, similar
materials, either alone or in combination. The coating
may then be printed over with product, advertising, usage
and other information or images. The blanks may also
be coated to protect any information printed on the blank.
The blanks may be coated with, for example, a moisture
barrier layer, on either or both sides of the blanks.
[0051] In accordance with the exemplary embodiment
of the present invention, a fold or hinge line can be any
substantially linear, although not necessarily straight, line
of disruption in the blank that facilitates folding or hinged
pivoting therealong during ordinary use and/or erection
of a carton. More specifically, but not for the purpose of
narrowing the scope of the present invention, fold lines
include: score lines; crease lines; a cut or a series of cuts
that extend partially into and/or completely through a
blank along a desired line of weakness; and various over-
lapping and sequential combinations of these features.
[0052] The above embodiments may be described as
having one or more panels adhered together by glue.
The term "glue" is intended to encompass all manner of
adhesives commonly used to secure carton panels in
place.
[0053] For purposes of the description presented here-
in, the term "line of disruption" can be used to generally
refer to a cut line, a score line, a tear line, a crease line,
perforations, or a fold line formed in blank material (or a
combination of at least one cut line, score line, tear line,
crease line, and/or fold line), or any form of disruption in
a blank, whether continuous or non-continuous. A
"breachable line of disruption" as disclosed in this spec-
ification refers to a line of disruption that is intended to
be breached or otherwise torn during ordinary use of a
carton. A tear line can be any breachable line of disruption
as understood in the art that facilitates tearing therealong
during ordinary use of the carton.
[0054] In the present specification, the terms "panel"
and "flap" may generally indicate portions of blanks whol-
ly or partially demarcated by lines of disruption. A "panel"
or "flap" need not be flat or otherwise planar. A "panel"
or "flap" can, for example, comprise a plurality of inter-
connected and/or overlapping generally flat or planar
blank sections.
[0055] The term "line" as used herein includes not only
straight lines, but also other types of lines such as curved,
curvilinear or angularly displaced lines.

[0056] It will be understood by those skilled in the art
that while the present invention has been discussed
above with reference to exemplary embodiments, vari-
ous additions, modifications and changes can be made
thereto without departing from the invention as set forth
in the following claims.

Claims

1. A carton (190) formed at least from an outer blank
(5) and an inner blank (6) adhered to the outer blank,
comprising:

a multi-ply front panel (30, 230) formed at least
from the inner blank and the outer blank;
a multi-ply first end panel (20, 220) formed at
least from the inner blank and the outer blank;
a multi-ply back panel (10, 210) formed at least
from the inner blank and the outer blank;
a multi-ply second end panel (40, 240) formed
at least from the inner blank and the outer blank;
a top panel; and
a bottom panel,
wherein a lid pattern (80) at least partially defin-
ing a pivotable lid (100) is formed at least in the
front panel, the first end panel and the second
end panel, the lid pattern defining at least part
of a lower edge (106) of the pivotable lid (100),
characterized by
the lid pattern at least partially defining a latch
(130), wherein a base portion (134) of the latch
is formed in the outer blank and is adhered to
the inner blank, and
the latch is defined at least partially by a perim-
eter line of disruption (140) in the outer blank.

2. The carton of claim 1, wherein the latch further com-
prises a latch tab (132) connected to the base portion
(134), wherein the latch tab is not adhered to the
inner blank.

3. The carton of claims 1 or 2, wherein the bottom panel
comprises a plurality of overlapped single-ply flaps
(14, 24, 34, 44).

4. The carton of claims 1-3, wherein the top panel com-
prises a plurality of overlapped single-ply flaps (12,
22, 32, 42).

5. The carton of claims 1-4, wherein the carton is par-
allelepipedal.

Patentansprüche

1. Karton (190), ausgebildet wenigstens von einem äu-
ßeren Zuschnitt (5) und einem inneren Zuschnitt (6),

9 10 



EP 2 004 501 B1

7

5

10

15

20

25

30

35

40

45

50

55

welcher am äußeren Zuschnitt angeklebt ist, umfas-
send:

ein viellagiges vorderes Feld (30, 230), welches
wenigstens von einem inneren Zuschnitt und ei-
nem äußeren Zuschnitt ausgebildet ist;
ein viellagiges erstes Endfeld (20, 220), welches
wenigstens von einem inneren Zuschnitt und ei-
nem äußeren Zuschnitt ausgebildet ist;
ein viellagiges hinteres Feld (10, 210), welches
wenigstens von einem inneren Zuschnitt und ei-
nem äußeren Zuschnitt ausgebildet ist;
ein viellagiges zweites Endfeld (40, 240), wel-
ches wenigstens von einem inneren Zuschnitt
und einem äußeren Zuschnitt ausgebildet ist;
ein oberes Feld; und
ein Bodenfeld,
wobei ein Deckelmuster (80), welches wenig-
stens teilweise einen schwenkbaren Deckel
(100) definiert, wenigstens im vorderen Feld, im
ersten Endfeld und im zweiten Endfeld ausge-
bildet ist, wobei das Deckelmuster wenigstens
einen Teil einer unteren Kante (106) des
schwenkbaren Deckels (100) definiert,
dadurch gekennzeichnet, dass
das Deckelmuster wenigstens teilweise einen
Schnappverschluss (130) definiert, wobei ein
Grundabschnitt (134) des Schnappverschlus-
ses im äußeren Zuschnitt ausgebildet ist und
am inneren Zuschnitt angeklebt ist und
der Schnappverschluss wenigstens teilweise
durch eine Umfangbruchlinie (140) im äußeren
Zuschnitt definiert ist.

2. Karton nach Anspruch 1, wobei der Schnappver-
schluss des Weiteren einen Schnappver-
schlussstreifen (132) umfasst, welcher mit dem
Grundabschnitt (134) verbunden ist, wobei der
Schnappverschlussstreifen nicht am inneren Zu-
schnitt angeklebt ist.

3. Karton nach den Ansprüchen 1 oder 2, wobei das
Bodenfeld eine Mehrzahl von überlappten Einzella-
genklappen (14, 24, 34, 44) umfasst.

4. Karton nach den Ansprüchen 1-3, wobei das obere
Feld eine Mehrzahl von überlappten Einzellagen-
klappen (12, 22, 32, 42) umfasst.

5. Karton nach den Ansprüchen 1-4, wobei der Karton
parallelepipedal ist.

Revendications

1. Carton (190) formé au moins à partir d’une découpe
extérieure (5) et d’une découpe intérieure (6) collée
à la découpe extérieure, comprenant :

- un panneau avant multi-plis (30, 230), formé
au moins à partir de la découpe intérieure et de
la découpe extérieure ;
- un premier panneau terminal multi-plis (20,
220) formé au moins à partir de la découpe in-
térieure et de la découpe extérieure ;
- un panneau arrière multi-plis (10, 210) formé
au moins à partir de la découpe intérieure et de
la découpe extérieure ;
- un deuxième panneau terminal multi-plis (40,
240) formé au moins à partir de la découpe in-
térieure et de la découpe extérieure ;
- un panneau supérieur ; et
- un panneau inférieur,

dans lequel un patron de couvercle (80) définissant
au moins partiellement un couvercle pivotant (100)
est formé au moins dans le panneau avant, le pre-
mier panneau terminal et le deuxième panneau ter-
minal, le patron de couvercle définissant au moins
une partie d’un bord inférieur (106) du couvercle pi-
votant (100),
caractérisé en ce que

- le patron de couvercle définit au moins partiel-
lement un verrou (130), dans lequel
- une portion de base (134) du verrou est formée
dans la découpe extérieure et collée à la décou-
pe intérieure, et
- le verrou est défini au moins partiellement par
une ligne de rupture périphérique (140) dans la
découpe extérieure.

2. Carton selon la revendication 1, dans lequel le verrou
comprend en outre un onglet de verrou (132) relié à
la portion de base (134), dans lequel l’onglet de ver-
rou n’est pas collé à la découpe intérieure.

3. Carton selon les revendications 1 ou 2, dans lequel
le panneau inférieur comprend une pluralité de ra-
bats superposés à un seul pli (14, 24, 34, 44).

4. Carton selon les revendications 1 à 3, dans lequel
le panneau supérieur comprend une pluralité de ra-
bats superposés à un seul pli (12, 22, 32, 42).

5. Carton selon les revendications 1 à 4, dans lequel
le carton est parallélépipédique.

11 12 



EP 2 004 501 B1

8



EP 2 004 501 B1

9



EP 2 004 501 B1

10



EP 2 004 501 B1

11



EP 2 004 501 B1

12



EP 2 004 501 B1

13



EP 2 004 501 B1

14



EP 2 004 501 B1

15



EP 2 004 501 B1

16



EP 2 004 501 B1

17

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• DE 102005005500 B3 [0005] • DE 102005053561 A1 [0005]


	bibliography
	description
	claims
	drawings

