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Description

[0001] The presentinvention refers to the field of card-
board containers, typically made from covered card-
board, and specifically it concerns a method for obtaining
a casket-like container with such material, i.e. a container
having base and cover able to be hingeably articulated
and with spring-loaded opening. The invention extends
to a casket-like container thus obtained, mainly intended
for use as packaging box for precious objects such as
jewels and watches.

[0002] Containers of this type are well known and wide-
ly used in various configurations and materials, most of
all wood and thermoplastic materials. Known solutions,
however, generally pose problems of relative complexity
of production, and relative costs (which add to the intrinsic
costs of the material), that are anything but negligible,
and hence there is an increasingly competitive market
range seeking any possible saving that can translate into
a reduction of the final price, or an increase in the per-
ceived quality for the same price.

[0003] Containers like the ones mentioned above can
also be obtained through a method devised by the same
applicant, and disclosed in EP patent publication n.
EP2581210. Such a method succeeds in obtaining a
quality container thatis strong and aesthetically pleasing,
but using cardboard, with simple modes of operation and
a drastic reduction in production costs. According to the
method, through specially shaped flat blanks, and in par-
ticular provided with hinge flaps equipped with suitable
slits, shells are made that are connected through inser-
tion and gluing in the slits of one or more hinge devices
typically of the type with elastic contrast.

[0004] Although satisfactory overall, such a solution
has further margins of improvement, linked to the search
for an almost complete absence of folds and for perfect
masking of the metal hinges.

[0005] The present invention now offers this kind of
improvement, which through a new version of the method
allows surprising results to be obtained in terms of quality
and finishing level of the box.

[0006] The method and the container according to the
present invention have the essential characteristics de-
fined by the first and by the ninth of the attached claims.
[0007] The characteristics and advantages of the im-
proved method for making a cardboard casket-like con-
tainer and of the container thus obtained according to
the present invention will become apparent from the fol-
lowing description of embodiments thereof, given as a
non-limiting example, with reference to the attached
drawings, in which:

- figures 1 and 2 show planar development views of
two blanks intended to form one of the two matching
halves or shells of a casket-like container according
to the invention;

- figures 3 to 10 represent axonometric views of suc-
cessive steps of the manufacture of a casket-like
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container according to the invention; and

- figure 11 shows a set of blanks, including blanks of
covering sheets, intended for the formation of a con-
tainer according to the invention in a different em-
bodiment.

[0008] With reference to said figures, according to the
invention it is devised to obtain a cardboard casket-like
container having two mutually hinged shells, typically but
not necessarily with elastic contrast to the opening rota-
tion, and preferably but not necessarily snap-locking in
the open position, and assisted rotation towards the open
position, wherein the two shells, facing one another on
the open side, combine to form a closed container. The
hinge device adapted for obtaining such a functionality,
is a per se known device (usually metallic), the specific
characteristics of which will in any case be discussed
hereinafter.

[0009] Each shell is obtained from a cardboard flat
blank. With specific reference to figures 1 and 2, in an
example parallelepiped-shaped shell a main blank 1
comprises (figure 1) a central portion 11, having a quad-
rilateral profile as the bottom of the shell that will be rep-
resented by the aforementioned portion. The sides of the
central portion 11 have respective flaps 12, 13, 14 fold-
ably extending from them, intended to form, indeed by
folding, side walls that will rise from the central or bottom
portion 11. Each flap therefore has a base folding line
12a, 13a, 14a that separates it from the central portion
11. In this embodiment two of the flaps, and more pre-
cisely a hinge flap 12 intended, as will be seen shortly,
to form the wall of the shell that hingeably connects with
the other shell, and a distal flap 13 opposite the hinge
flap, also have a transverse inner folding line 12b, 13b.
Thanks to such an inner folding line the respective walls
will be doubled, i.e. formed from two overlapping portions
of cardboard sheet.

[0010] In the end portion of the hinge flap 12 at least
one window 15 for receiving a mounting template is
formed from the internal folding line 12b, as will be dis-
cussed hereinafter. In the case of a single window 15, it
will be like in the example in central position with respect
to the direction of extension of the internal folding 12b.
[0011] The flaps 12, 13, 14 are configured on the side
edges, i.e. those intended to couple on the corners of the
shell following the elevation by folding with respect to the
central portion or bottom 11, so that the doublable flaps
12, 13 generate respective angled seats in which the
edges of the other two flaps 14, i.e. the flank flaps, in this
case single flaps, stop.

[0012] More specifically, such a result is obtained with
doublable flaps that have the end portion slightly narrow-
er than the attachment portion, which has side edges
slightly staggered and projecting with respect to the fold-
ing line separating the single flaps from the bottom.
[0013] According to a significant aspect of the inven-
tion, the flank flaps 14 have an angle, specifically the
angle that- when the flap is lifted - is adjacent to the hinge
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wall, cut by a chamfer 14b, indicatively (but not neces-
sarily) at about 45° with respect to the two edges. In order
to ensure that the chamfers 14b are flush with the outer
face of the hinge wall, the angle area of each flank flap
where the same chamfers are formed comprises a tooth
14c¢ along the junction with the hinge flap, adapted for
engaging with a relative notch 12c¢ formed on the attach-
ment portion of the hinge flap, close to the internal folding
line 12b. More specifically, the notch 12c is formed by an
area of the attachment portion that, as well as the folding
line 12b, maintains the same width of the end portion,
that as mentioned is smaller with respect to that of the
attachment portion.

[0014] Furthermore, the hinge flap is made so as to
stop, with its upper edge determined after the folding of
the internal folding line 12b, slightly lower than the out-
most elevation of the corresponding flank walls. This, as
will be seen hereinafter, creates a slot that separates and
spaces apart such upper free edges of two coupled
shells.

[0015] Now going back to the window 15 of the hinge
flap 12, ithas been mentioned thatitis intended to receive
a mounting template 2. The latter, shown in figure 2 in
its partially folded starting blank, is made in two portions
21, 22 mutually separated indeed by a folding line 23. A
first portion 21 is in this case shaped so as to fit-insert
into the window 15, having substantially the same profile
and has blind inner cuts 21 a for promoting the penetra-
tion of the gluing material. A second portion 22, on the
other hand, is the same size as the attachment portion
of the hinge flap, therefore being adapted to produce a
further thickening of the whole hinge wall.

[0016] At the internal folding line 23 of the template 2
a slit 24 is formed, which indeed extends along such a
folding line engaging it centrally. More specifically, the
slit 24 interrupts the folding line centrally with a cut 24a
slightly staggered towards the second portion, by an
amount indicated with S in figure 2. From the cut 24a two
teeth 24b extend in central position towards the first por-
tion. The slit 24 further comprises, between the two teeth
24b, a groove 24c formed in the second portion and that
therefore opens a hollow space onto it, deriving from re-
moval of material between the spaced cut flaps.

[0017] The configuration of the slit just described ex-
emplifies a solution for suitably receiving, as will be seen
hereinafter, a hinge device, and facilitating the removal
of material without waste and without structurally weak-
ening the template, but it can of course be subjected to
various constructive alternatives.

[0018] Now with reference also to figures 3 to 10, a
method for making the casket-like container according
to the invention firstly provides for folding and glueing a
pair of blanks 1 to form respective shells of the container,
all with the help of known folding and gluing systems. As
mentioned, the corners are particularly stable due to the
engagement between the ends of the flank walls and the
step seats formed by the folding of the double walls. In
a shell thus obtained shown in figure 3 it can be seen
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how the window 15 after folding generates a recess on
the inner face of the hinge wall. The shells are covered,
again according to usual techniques, by respective suit-
ably shaped covering sheets 3 (figure 4).

[0019] The templates, previously completely folded
along the internal folding line 23 so as to generate a dou-
ble layer of material, are thus arranged so as to match
thefirst portion 21 with the window 15 (figure 5) and facing
the slit 24 outwards, so that the recess defined by the
same window provides a housing and a reference for the
template. With the use of appropriate gluing material in
this way there will be two shells like in figure 6, the slits
being accessible and free from the previously glued cov-
ering sheet.

[0020] At this point a hinge device 4, for example and
typically with elastic contrast, is inserted and stabilized,
again by gluing, in the slits 24 of the shells, so as to carry
out the assembly of the casket (figure 7). The hinge de-
vice 4 is a per se known device, and comprises two plates
41, usually metallic, articulated with respect to one an-
other along a hinge axis. Centrally, a flexing leaf spring
42 clamps the two plates wrapping in a C around the
hinge axis, thus acting as elastic contrast to the mutual
rotation of the two plates both from the open position and
from the closed position, then promoting the snapping
towards verso said positions once the rotation has been
actuated and the end of the stroke approaches.

[0021] The aforementioned spring 42 causes a projec-
tion that, by inserting the plates 41 in the slits 24 of re-
spective shells, is indeed received by the central groove
24c. The latter is arranged on the inner sheet of the flank
wall and only partially occupied by the spring; the space
made available is exploited to arrange a certain amount
of additional glue that penetrates inside the two sheets
of the wall and improves the gluing of the plate to the
body of the same wall and between the two sheets of the
latter.

[0022] The casket can be, and normally is, completed
with the arrangement of a further covering sheet 5 over
the entire development of the outer faces of the hinge
walls. The final positioning of the container in various
open positions is shown in figures 8 to 10, which highlight
the main advantageous quality of the present method
and of the casket thus obtained.

[0023] Indeed, according to the main aspect of the in-
vention, as a result of the provision of the template, the
slit 24, and with it the axis of the spring device, is moved
towards the inside of the container, i.e. spaced with re-
spect to the outer face of the hinge wall. Such a charac-
teristic advantageously cooperates with the presence of
the two chamfers 14b mutually facing on the hinge edge
between the two shells. It is thanks to the chamfers and
to the slot, indicated with F in the figures, between the
two spaced free edges of the hinge walls, that the nec-
essary space is created to allow the mutual opening by
rotation of the two shells, despite the aforementioned
movement of the internal articulation axis towards the
inside. At the same time, no part of the metallic hinge
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determines any projection and in the folding step the cov-
ering sheet 5 can be received internally, indeed inside
the slot F, with a clean and neat fold (figures 8 and 10),
which gives the casket the maximum perceived quality.
[0024] The manufacturing of the casket will then be
completed with all of the desired finishing and personal-
ising operations, according to what is known in the field.
In particular, the shells will be provided with padding
and/or support elements for the items to be housed, ex-
ternal decorations, etc.

[0025] Thankstothe methodaccordingtotheinvention
it has therefore been possible to provide cardboard cas-
ket-like containers in which the functionality and the per-
ceived quality are even more in line with that of current
known containers made from rigid material such as wood
or thermoplastic materials, which moreover are signifi-
cantly more expensive (in the case of wood) and further-
more have a much greater environmental impact. The
mechanical solidity of the casket is also really surprising
considering the low intrinsic strength of the starting ma-
terial. The production operations are as seen elementary
and able to be carried out with known devices and ap-
paratuses. The starting blank has a rational shape that
minimises material waste, and this represents a substan-
tial advantage in terms of storage bulk (and costs), even
more so if it is considered that a single type of blank is
suitable for obtaining both shells of the casket.

[0026] The folding lines arranged on the blank will be
obtained through incisions or so-called cutting means, or
with other analogous solutions known in the field of paper
technology.

[0027] The embodiment described above clearly is not
restrictive and, in a technical solution like the one gener-
ically expressed by the attached independent claims,
which concentrate on the essential technical character-
istic of internally moving the internal articulation axis of
the hinge by means of a mounting template, in combina-
tion with the presence of chamfers on the corners of the
hinge wall, multiple different embodiments can be adopt-
ed. Concerning this, figure 11 provides a significant ex-
ample, representing flat blanks 101, 101’ of the shells,
102, 102’ of the respective templates and 103, 103’ of
the relative covering sheets, for an asymmetrically cut
casket, i.e. with inclined opening plane with respect to
the bottom and matching shells with flank walls having
trapezoidal profile. Without going into a detailed specific
description of this embodiment that is generically con-
sistent with the previous embodiment outlined above, it
should be noted that in this case the window 115 for re-
ceiving the template on the lower hinge wall (blank 101
on the left) is open on the free edge of the relative flap.
[0028] Indeed the template, and in particular the first
portion that is arranged in contact with the inner face of
the hinge wall, can also be shaped differently. The first
portion can even be substantially the same as the second
portion, and in this case do without the presence of the
window on the hinge flap. In this case, the hinge flap
could in theory also be single. However, for satisfying
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higher-end requirements of strength and consequent
quality, the solution with the window and the correspond-
ingly shaped template of the examples described can
normally represent the preferred choice.

[0029] Ofcourse,itisalso possible toforesee solutions
with multiple hinging devices for larger boxes, even with
the consequent possibility of many templates able to be
associated in succession. The number of sides of the
box can also actually be different from that of the illus-
trated example, with the invention also being applicable
to boxes having a pentagonal, hexagonal plan, etc.
[0030] The presentinvention has thus been described
with reference to preferred embodiments thereof. It
should be understood that there can be other embodi-
ments that derive from the same inventive core, all of
which are covered by the scope of protection of the claims
below.

Claims

1. A method for manufacturing a casket-like container
comprising two mutually hinged shells, the method
comprising the following steps: arranging, for each
shell, acardboard flat blank comprising a central por-
tion (1), intended to form a bottom of the shell, and
a plurality of flaps (12, 13, 14) foldably projecting
from respective sides of said central portion, said
flaps comprising a hinge flap (12); folding and gluing
said blank so as to form with said flaps respective
side walls of each shell, comprising a hinge wall de-
fined by said hinge flap and provided with a hinge
edge; mutually connect the two hinge edges of re-
spective shells by means of at least one hinge device
(4); wherein before the connection between the
shells respective mounting templates are arranged
inside the shells adjacent with an inner face of the
hinge wall, said templates defining respective slits
(24) in which said at least one hinge device is insert-
ed, thereby the hinge device becomes arranged with
its own internal articulation axis staggered towards
the inside with respect to the hinge wall.

2. The method according to claim 1, wherein two flaps
(14) adjacent with the hinge flap have respective an-
gles adapted to become adjacent with the same
hinge wall cut by a chamfer (14b), the hinge flap be-
ing realized so that said free hinge edge, after the
folding with respectto the bottom portion, stops lower
than the outmost elevation of the corresponding
walls adjacent with the hinge wall, thereby a slot (F)
is formed when the shells are coupled separating
and spacing the respective free edges.

3. The method according to claim 2, wherein the angle
area where said chamfer (14b) is formed comprises
a tooth (14c) along the junction with the hinge flap
(12), adapted to engage with a matching notch (12c)



7 EP 3 093 247 A1 8

formed in the hinge flap, close to the free hinge edge,
thereby the chamfers (14b) come flush with the outer
face of the hinge wall.

The method according to any of the previous claims,
wherein at least one of said flaps is a doublable flap
adapted to be doubled as a result of an internal fold-
ing, said doublable flap being shaped at its side edg-
es, that is the edges to be coupled along the corners
of the shell further to the elevation by folding with
respect to the central or bottom portion (11), so that
the resulting double wall forms respective angled
seats in which the sides of the adjacent flaps/walls
become stopped.

The method according to claim 4, wherein said at
least one doublable flap has an end portion smaller
than an attachment portion to the bottom (11), the
attachment portion having side edges which are
staggered and protruding with respect to the folding
line separating the adjacent flaps from the same bot-
tom (11).

The method according to claim 4 or 5, wherein said
at least one doublable flap is said hinge flap, said
hinge free wall being defined on said fold, and forms
a doubled hinge wall in which a recess is defined as
a result of at least one window (15), for housing and
providing positional reference to a relative mounting
template (2).

The method according to claim 6, wherein said flaps
comprise a distal flap (13) opposite said hinge flap
and two mutually opposite flank flaps (14), defining
as a result of a folding with respect to the bottom (1)
respectively a distal wall a hinge wall and flank walls
of the shell, said hinge wall (12) and said distal wall
(13) being doubled walls that form said angled seats
for engagement of said flank flaps/walls (14) formed
instead in single fashion.

A cardboard casket-like container comprising two
mutually hinged shells, each shell in turn comprising
a bottom portion (11) and a plurality of walls (12, 13,
14) elevating by folding with respect to said bottom
(11) said walls including a hinge wall (12) comprising
afree hinge edge, the hinge walls of respective shells
being connected by a hinge device (4), the container
further comprising respective mounting templates
(2) arranged inside the shells adjacent with an inner
face of the hinge wall, at least one template for each
shell, said templates defining respective slits (24) in
which said at least one hinge device is inserted,
thereby the hinge device is arranged with its own
internal articulation axis staggered towards the in-
side with respect to the hinge wall.

The container according to claim 8, wherein two
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10.

1.

12.

13.

14.

15.

walls (14) adjacent with the hinge wall have respec-
tive angles adjacent with the same hinge wall cut by
a chamfer (14b), said free hinge edge stopping lower
than the outmost elevation of the corresponding
walls adjacent with the hinge wall, thereby a slot (F)
is formed between the coupled shells separating and
spacing the respective free edges.

The container according to claim 9, wherein the an-
gle area where said chamfer (14b) is formed com-
prises a tooth (14c) along the junction with the hinge
wall (12), engaging with a matching notch (12c)
formed in the hinge wall, close to the free hinge edge,
thereby the chamfers (14b) are flush with the outer
face of the hinge wall.

The container according to any of the claims from 8
to 10, wherein at least one of said wall is doubled as
a result of an internal folding and shaped at its side
edges, that is the edges coupled along the corners
of the shell so as to form respective angled seats in
which the sides of the adjacent flaps/walls are
stopped.

The container according to claim 11, wherein said
at least one doubled wall is said hinge wall, said
hinge free wall being defined on said fold, a recess
being formed in said hinge wall for housing and pro-
viding positional reference to a relative mounting
template (2).

The container according to claim 12, wherein said
walls comprise a distal wall (13) opposite said hinge
wall and two mutually opposite flank walls (14), said
hinge wall (12) and said distal wall (13) being doubled
walls that form said angled seats for the engagement
of said flank walls (14) being formed instead in single
fashion.

The container according to any of the claims from 8
to 13, wherein said at least one template comprises
two portions (21, 22) mutually folded along a folding
line (23) in correspondence to which said at least
one slit (24) is formed and wherein said template
comprises a first portion (21) arranged adjacent with
said hinge wall and a second portion (22), at least
said second portion (22) having the same size of the
hinge wall, thus realizing a corresponding thickening
of the whole hinged wall.

The container according to any of the claims from 8
to 14, comprising a covering sheet of the shells, the
covering sheet comprising a unitary covering portion
applied on the outer faces of the hinge walls mutually
connected by the hinge device.
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