8 August 2005 1 Box with Hinged Lid 5 Description The invention relates to
a flip-top box, in particular for cigarettes, with a lid and box part, the
rear wall of which is linked to‘the rear wall of the |id par t8Augvst HK®
also 10 has a'collar with a collar front wall and collar side walls and
with a cut-out section in the collar front wall, the collar being arranged
on the inside of the box front wall and the box side walls and projecting
partly out of the box part. 15 Such flip-top or hinge-lid boxes are the

form these hinge-lid boxes hayg @i f1eCi AU af; £ross- section, i.e. the

| ongi tudi nal edges are approximately 20 right-angled. Mre recently

however, there-have also beern -i1mcreast g nunbers of-f1ip-top boxes with
chanfered |ongitudinal edges (i.e. an 8-cornered cross-section) or
rounded-of f | ongitudi nal edges. Wth all these flip-top boxes, the problem
arises that, in particular after Z&sdfigauient opening and closing, the lid |
does not remain automatically in the closed position, but opens sonewhat. |
This leads to an increased | oss of aroma and noreover tobacco crunbs for |

exanpl e gaR fiakknkiba 1heaPackeLS a0k 1§ BeroFonSKITeS ni Ba Hpdesi 4 £degRNNEr . 30

cigarettes, with a lid and box part, the rear wall of which

is linked to the rear wall of the 1lid part. The box also

190 has a ceollar with & collar front wall and collar side walls

~,) and with a cut-out section in the ccllar front wall, the

collar being arranged on the inside of the box front wall

and the box side walls and projecting partly out of the box

part.
15

Such flip-top or hinge-lid boxes are the most common

- clgarette boxes alongside soft-pack packs. In the standard
form, these hinge-lid boxes have a rectangular cross-
section, i.e. the longitudinal edges are approximately
20 right-angled. More recently however, there have also been
“increasing numbers of flip-top boxes with chamfered
;) longitudinal edgeé (i.e. an 8-cornered cross-section) or
rounded-off longitudinal edges. With all these flip-top
boxes, the problem arises that, in particular after
25 .freduent opening and closing, the lid does not remain
automatically in the closed position, but opens somewhat.
This leads to an increased loss of aroma and moreqver |
tobacco crﬁmbs for example can fall into the pockets of the
consumer in undesired manner.
30
" To solve this problem, the hinge-1id packs customary in the

" trade have indents on the.longitudinal edges of the collar.



To solve this problem the hinge-lid packs customary in the trade have

I ndents on the | ongitudinal edges of the collar. 8 August 2005 2 This has
the effect that when the collar is folded, the material encl §steusi2G0”e

i ndents projects laterally like ears._Thus upon closure of the lid, an
additional frictional resistance is pr%duced whi ch ensures a better 5
closure of the lid. The di sadvantage here, however, is that wth frequent

openi ng d cl.asi [ articular. with, boxes,. wth ro d- and
chanfere ]5%51Ehgﬁﬁ%fﬂg%ﬁgﬁF%?ﬁeWhSPofggtFﬁglgglFgr%%gagg'agéébent or

f ol ded amthtfdrii dlntedidik@ed BgerheWihbehlie pesykbtbhaktéhel addlikenal
friction is lost 10 again. EP O 434 962 Bi provides. a two-layer |id front

‘wall to S8BISve THiSs YROBbISeRSUTReOf nEhee 14f t REB PAdLFIOR®Lwal | "is provi ded
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rims remal ning beside the cut-out” section the collar front wall such

t hat par closurieesd thes lddreTheodisedbentegr hheej nsddevend ihetivat si de of

the lid fn%gtg wal | I ncrease ction betwee ol,l ar and t hus
S

. A fri i d.
a bet t or "0t8s fFEHENELGPPRANG| 369, GLRFTRTY 1 bfh PRTELCBIPUSTE  AOHRT. &l so

oper at eswithh rbndgats o@iF éﬂ§e§§§ﬁf@ﬂe&hEon?ﬂﬁthn&i ddged, dkfeont wall in
order to achieve as secure as possible a closure of the |lid. In addition,
in this Pgedarbang sAléaboB3ElS atea Pantheri ielded oind Hellt %P4 drite 25 wal |

s also gagenibggrAOLhateBuPAVLY: TE3Y! 154 PRIYRED friction is lost

10 again.

)

et

EP 0 434 962 Bl provides a two-layer 1id front wall to
- solve this problem. The inside of the 1lid front wall is
provided with recesses which, upon closure of the 1lid, come
15 into contact with rims remaining beside the cut-out section
of the collar front wall such that paft of these rims come
to lie between the inside and the outside of the lid front
wall. An increased friction between lid and collar and thus
a better closure of the lid‘also results from this.
20
'US 5 478 011 also operates with indents or recesses on the
 \> inside of the lid front wall in order to achieve as secure
as possible a closure of the 1lid. In addition, in this
dbcument, an embossed area on the inside of the 1lid front
_25 wall is also described so that a cavity results between
outside and inside of the lid front wall. This facilitates
the insertion of the collar rims between outside and inside

of the lid front wall.

30 A disadvantage in the solution proposals of EP 0 434 962 Bl
"“and US 5 478 011 is that, in addition to an increased

‘material outlay, a more complicated production process with




out si de and i nsi de of'the lid front wall. This facilitates the insertion

of the collar rins between outside and inside of the lid frogt wal | %0
A. di sadvantage in the solution proposals of EP 0 434 962 Bi rfougyet 400273
01l is that, in addition to an increased material outlay, a nore
conplicated production process with 8 ﬁugust 2005 3 additional process
steps, conbined with the provision of additional indents or recesses, is

al so necessary. The object of the present jnvention is therefore to provide
5 a1 p A Hhenat PHATTIT RSP (P ERANS e ot Ao RAYAS6PP Pongi t udi nal
edges, WdddBErori£l ClafdHes Ar theddsths Whichicamebespaeguced in the

si npl est possible manner. This object is achieved by a box made of fol dable

material 10 such as for exanpl e paper, cardboard, plastic, plastic film

pl astic |lsg@ | , rt ' X ap.wal l, a
box rear?%g{ggiﬁggtﬁﬂéﬁﬁgﬁﬁgggﬁﬁ ékﬁgk qgggast?%%g@%Fg ggrP?B?Egelid part
havi n§ a 4 ifil fp-drdp W4, it5 paritidulear widdh chlamfesiedeowalkbsndad-afEid top

o T R R e T ey
wi th theddnd beegyrodldeddin 28et BEmPR%skepbswablie hBAnESL | ar being arranged
in the box part and the collar front wall and as a rule also the collar
This object is achieved by a box made of foldable material
10 such as for example paper, cardboard, plastic, plastic
L film, plastic laminate,
- with a box part, the box part having a box front wall,
a box rear wall, box side walls and a box base,
- with a lid part, the lid part having a 1lid front wall,
15 -a 1lid rear wall, lid side walls and a lid top side,
and
- with a collar, the collar having a collar front wall
provided with a cut—out section and collar side walls,
- the lid part being linked with the 1lid rear wall on
20 the box rear wall,
- the collar being arranged in the box part and
‘“} .- the collar front wall and as a rule also the collar
side walls projecting at least partly out of the box
© part,
25 gharacterized in that the rim of the collar front wall
remaining on the left and right next to the cut-out section
is so narrow that it projects forward due to the rigidity-
of the foldable material, in particular in its upper area.
In other wordé, as a result of a simple broadening of the
30 cﬁt—out section in the collar front wall and the thereby
h resulting pfojection of the rims of the collar front wall,

an increased friction between these rims and the inside of




side walls projecting at |east partly out of the box part, 25
characterized in that the rim of the collar front wall remaining on the
left and.right next to the cut-out section is, so narrow that8 August2}0ct s
forward due to the rigidity of the foldable material, in particular inits
upper area. In other words, as a result of a sinple broadening of the 30
cut-out section in the collar front wall and the thereby resulting

proj ecti opaof {ferrda® W11 hes Gl Avdd AifenalHe rehilicnehgasedef nkgtion
bet ween these rins and the inside of 8 August 2005 4 the lid front wall is
achi eved W theldheesesmnlt talhatin Hdrd idddsetheltditessentially in the cl osed
state. In order to achieve the desired effect of an increased 5 friction
through the forward-projecting rinms of the collar front wall, a small

i ncrease Im dikebrendidhifvd hthet Wesdited SEFHIAN ocfompariadrwhtshdcust omary
cigarette boxes is already sufficient, for exanple an |ncreas§ 3% or

mor e, Oi n kiR dheud 1My f;?rré"faérda‘l?lr)?wctté”@/quﬁ'ér Pifctibar FLl

preferab'ﬁroéhé Qa2 12NG, aRRNIaX TRl AYs Wheh b3 R hC U$t QHEVMutﬂoEPe trade
(With a maxi num bréadth of the collar part in the box of 5.6 cm in which
al | | ongieatdionalcosggessdamd thogndédmeffy, ctigegettanbokaspiaceizeadd a

br oadeni n X thetcut qut SGC%LI on b}_{ a? r 0X. é ggmn I n eotﬂt}ar wor ds t he
cut - out dtH &Y ’hglofr &7 (ﬁ"ln HEi §ﬁt€e Q4 2l 8t e¥°FFom T he bottom edge
of the C![Ha-rftl_ituiaQt 4ok ot 0 5%, hprawsirabIyhei gbt 78f phettobtoily section, which

in
10  preferably 4 to 5 and approximately 4%.

s

With a box customary in the trade (with a maximum breadth
of the collar part in the box of 5.6 cm}) in which all
longitudinal edges are rounded off, this means in practice
15 arbroadening of the cut-out section by approx. 1.5 mm. In
other words the cut-out breadth at half height {(mid-height
calculated from the bottom edge of the cut-out section to
the maximum height of the cut-out section, which in
customary cigarette boxes is defined by the horizontally
20 running top edges of the rims of the collar front wall or
~of the collar side walls) is approximately 3.25 cm. If this

breadth is increased at mid—height by 1.5 mm or

"‘-,.,,.a'

approximately 4.5% to 3.40 cm, the desired effect of a
élearly increased friction already occurs. This effect is
25 also already to be seen with a cut-out section broadening
of only approx. 3%, but becomes all the more pronounced
with an increase in the cut-out section breadth or with a
: ieduction of the breadth of the laterally remaining rims,
an upper limit of approx. 20% being set however by the

30 overall breadth of the box.




customary cigarette boxes is defined by the horizontally 20 running top
edges of the rins of the collar front wall or of the collar side walls) is
approxi mately 3.25 cm If this breadth is increased at mid- h&i“EStAPY2. 5
nm or approximtely 4.5%to 3.40 cm the desired effect of a clearly

I ncreased friction already occurs. This effect is 25 al so-already to be

seen wWith a cut-out section broadening of only approx. 3% but becones al
cut-out.sect.ion.breadth or

the nore ronounce sgléh an inc&ease in_the

with a redustiion s SRS e RFCRIGP PR At 21 P §Cr ShEFRI MG W5s, an upper
limt of wmpEoxs 20% heidr@ieSghthpreyethbyrt bee 38upvenal sedtgadidy of the

box. 8 Aggyst 2005 5 The cut-out section broadeni ng can al so be given by
the ratitGCoMFRBUR Breeciht obr BEt fobla¥ heasht inuthe ebibhad PPhe maxi num
breadt h gfjthe scablabRaLken bhesf ko shed,k Ls rpduamtel y 0. 74
for fIip-téb ngegbo%xtﬁe gtgte 5 o¥ t he %hf%%yt?ﬁ%%étgﬁgu ar | ongi tudi nal
edgesh amd thpproki wathl ye0té8guiah Ldwagd endihal edges, laanyi t udi nal edges. .
For the boxes_ accordin the invention with rectangular | ongitudinal
cdges, 1 RREEPEERACRLY 8- B8 41 VAR HER (0 erowr I U P Lo 0. 81, and
for the bayes.lPoACEREdbBgecbOatbErdietd AhaM 1 -Sherderador round | ongi -
tudi nal edges, greater than 0.71, preferably 0.72 to 0.73. Preferably, one
or npre,?Pﬁtﬁﬁﬁviéﬁlk?nﬁ}tuﬁh%al Suditinls Rﬁﬁﬁﬁ;kﬁ tenibg Bﬁ@aﬁﬁé front
Lonai ;gg{éﬂgllé G965 Setdfasifc. 70 & .M, OB oL e BolelP- L 0P boxes

- 10 according to the invention with chamfered or round longi-

l"f tudinal edges, greater than 0.71, preferably 0.72 to 0.73.

Preferably, one or more, in particular all the longitudinal
edges or only the two front longitudinal edges on the side
15 of the opening of the flip-top boxes accoxding to the
invention are rounded off or chamfered because the
remaining rim areas beside the cut-out section of the
collar front wall then project forward particularly
markedly and therefore contribute particularly well to the
20 secure closure of the 1lid. With the customary flip-top
boxes with essentially rectangular edges, this effect is

~not so strongly pronounced with the result that for these a

‘!.. &
“agepmet”

greater cut-out section broadening, in particular of 5 to
10%,_13 preferfed.
.25

In order to achieve rounded-off or chamfered edges, the
pre-cut sheet from which the cigaretterbox is produced is
provided either with grooves or scoring lines at the areas
forming the edges of the cigarette box. According to US 4

30 955 531, the grooves can be produced in a forﬁ in which the

- pre-cut sheét_is indented by a grOoving.uhit at the

‘relevant points. On the opposite side there is a groove




I nvention are rounded off or chanfered because the remaining rimareas
besi de the cut-out section of the collar front wall then project forward
particularly markedly and therefere contribute particul arly Wefbgust’Qlie 20
secure closure of the lid. Wth the customary flip-top boxes with
essentially rectangul ar.edges, this effect is not so strongly pronounced
with the result that for these a greater cut-out section broadening, in
particular, of 5 tp 10@6,is_greferred. 25 In order to achi eve rounded- of f
or - chanf eFBFReYetN e HE i gh hg madisddal ifmthis PR eraitcisherét canpbg i s

pr oduced %ﬁes@é@.\“ﬂe%lﬁ‘é tdiede Wi hANAVAS QM RQf RGolvikRES jat the areas
form ng the edges of the cigarette box. According'to US 4 3.0 955 531, the
grooves CAPrBeIPpret urers$ Teertfiommiisn pasidsicetdheccprdiogt tehébe is i ndent ed
by a grooyi unjt.at the el eyvant paints. On the opposite side there is
a groove %%é%ﬁiﬁgﬁs£§§ﬁ$%§xn§§n?\£%ﬁ%? %ﬁ?i%ﬁ Eﬁgoﬁﬁfeg?5ISS?rfﬂg pre- cut
sheet Scanl frezs prasseathidknddie dfameoinamérrablletfoﬁ:mmﬂ'gngh@r pa¥RSisa
corrugated cross-section is produced according to the described process.
An al t er MHSRY (EYEE) 88 8% & SGOTAGIS knifes. FPRethhPcRAERSSDF
mterial JEAg SRR PIGK picdiCbaby EPdUCEHoHSLRIaRISGOLKD #Ihc FO!
this purpose, the pre--cut sheet is place 8 a frat support and wor ked
with a seoziimg kniife with the result that, inm additiom to @ conpression,

naterlala%%%r%gggog? &g%g¥gg1 Eggegggggbgnréggved. Depending on the
10 shape of the scoring knife, for example a v- or u-shaped

cross-section is formed. As the support does not have

S

channels at points opposite the scoring knife, as in the
production of grooves, but rather a flat surface, a
reduction in thickness results and not, as in the case of

15 the grooves, a deformation without a reduction in
thickness. The extent of the reduction in thickness depends
on the material used, but as a rule will be 10 to 80% of
the overall thickness, preferably 20 to 70%, guite
particularly preferably 40 to 50%. The scoring lines are

20 preferably located on the side of the pre-cut sheet which
-forms the inside in the finished box. This has the

advantage of a more attractive optical appearance of the

S

finished box. The scoring lines and grooves preferably
extend over the whole length of the box with the result
25 that completely round or chamfered longitudinal edges are

obtained.

-Whén the thus-worked pre-cut sheet is folded up, the round

(in the case of several grooves or scoring lines per fold

30 area) or chamfered (in the case of two.grooves or scoring
- lines per féld.area) edges of the cigarette pack then

'automatically form along the grooves or scoring lines. The




10 shape of the scoring knife, for exanple a v- or u-shaped cross-section
is formed. As the support does not have channels at points opposite the
scoring knife, as in the production of:grooves, but rather a SAuLStERE ace,
a reduction in thickness results and not, as in the case of 15 the
grooves, a deformation w thout a reduc¥ion in thickness. The extent of the
reduction in thickness depends on the nmaterial used, but as a rule wll be

10 to 80% of the overall thickness, preferably 20 to 70% quite
parti cul aPEYeRF cing dhy e @ BoRUITHE% i kg Lines BYe theonyrbesr ably

ocat ed ape (hgaNEe A dE P 1GHeS AR WG dsbRLAB! Beoknshde I n the

finished box? This has the dvantage of a nore attractive optical
appear anceafhehe 6 finiSshéa lpet ikhd.egcdri ggobivrescandcgrdoged ipeef er abl y

extend over_t ole length of the hox with the result 25 that conpletely
round orIﬁﬁéﬂ%g*%@“%%h@&?%%iﬁéﬁ é&ﬁ@ge ét 8bHaPHBECSWREN t he t hus- wor ked
pre-cygt sdigpfodimdt@liged wl il idndnothBrt heeCpseratréaveypbngrooves or
scoring lines per fold 30 area) or chanfered (in the case of two grooves or

scoring Ifdlkinger & HoF #iéh) redges eopeshseenghpet Feepaarivfenl the

xt ent and e SRy dPpr e Hate " sarREREhRY thefRatsdf & F G oves or.

scoring ldinegrednte thetpmdrst ancéhbr tmedae 2agoddrees Grtsc8ring particul ar

7, 9700V6S, 0L 980T kgl LSS WRSEN' LY RLER MR Sh 2r; Logatedplg gl stance
10 8 mm, in particular approximately 7 mm, from each other are

‘J} also preferred. Upon folding a box with chamfered (or

bevelled) edges then results.

The boxes can be produced from the customary materials for
15 cigarette boxes such as e.g. paper, cardboard, plastic,
plastic film or plastic laminate or one of the named

materials with an additional metal or metal-oxide coating.

Paper or cardboard are preferably used, shortgrain paper or
20 shortgrain cardboard are particularly preferred as foldable
‘material for the lid and the box part and also the collar.
) In the case of paper or cardboard production, the product-
forming material is placed on a fast-moving belt. This has
the effect that the long fibres in the materiallpreferably
25 —orient themselves in longitudinal direction. Depending on
whether the pre-cut sheet is later cut along or across the
finished material web, the long fibres in the pre-cut-sheet
ére arranged across the longitudinal axis of the pre-cut
sheet (shortgrain) or longitudinal to the longitudinal axis
30 of the pre-cut sheet (longgrain). The result of the
 orientation of the fibres across the longitudinal direction

of the shortgrain pre-cut sheet is a good flexibility about




5 approximately 1 mmfrom one another are preferred. Upon folding, a box
with round edges results; the radius of the rounding then approxinmately
corresponds to that of a cigarette customary in the trade. 2 SgpeByez005
scoring lines per fold area which are |located at a distance of 6 to 10 8
mm in particular approximately 7 mm Brom each other are also preferred.
Upon folding a box with chanfered (or bevelled) edges then results. The
boxes can be produced fromthe customary materials for 1-5 cigarette boxes
such as ethg, tlpﬁ}:%fersﬁaredﬁ@ar dutplaagrday, fPlexdbild ity aPertplastic | aninate
or one of, 4 [ I | - oxi de
Jpaﬁ;lg fal gégél%r gh3 WhtfL.an gddid, ga fﬁ%@é ebr"eha 20

coati ng. oard are preferabl ise ortgraln paper or
shortgr almmﬁaﬂbaﬁmdr@r @ rpathiec fardey s;trr@{n@en:edhaﬂ fvd)tdabbaggaaiami al for
the lid and the bgﬁﬁpart and .al so the col In the case. g gaggr or
car dboar dFddictd St HE Yhddier U ﬁ&enﬁfépﬁﬁPng BPaEEY

fast- BDVPEHbt¥Hﬁg fibireshas then@fifegqhit hahet Benk9R8chsbaes tRathey materi al
preferably 25 orient thenselves in Iongltudlnal di rection. Depending on

whet her ttiee mmmttesh@@t the piber @@mdah@wgvgrra@hggsgmén Prerehled
mat eri al h t e r ed across the
Afed NG PALLALTS BRI 1GHLeSHOBbx 8! a8 LADped act 0sS

| ongi tudinal” axis o re=cu hortgrain
t he | ongiciudirma faﬁb&r3ﬁhefsthblmEEyCUE sheellﬁlomggmﬁm@kedThe result of

the orientation of the fibres acro s the | on udinal djre IIOH of the
shor t gr aiStOFESEut "EnBREY| ESAT §B8T° flebFP?tg é. {h §&Eﬁé& »os 8

10 the pack as a result of a higher stability in the

transverse direction and the flat position of the pack,

i

i.e. as small a curvature of the pack as possible, compared

with the use of longgrain materials.

15 For the boxes according to the invention therefore, the use
of shortgrain materials is preferred because on the one
hand these produce the named positive properties for the
lid and box part such as stability of the lid and rigidity
and flat position of the pack, on the ofther hand the

20 projection of the rims of the collar front wall is still

further increased by the elastic restoring forces increased

g

with shortgrain materials due to the orientation of the

long fibres across the longitudinal axis of the collar.

25 The use of shortgrain materials for the production of flip-
top boxes with chamfered or rounded-off longitudinal edges
is somewhat problematic because on the one hand (as
discussed above) the elastic restoring forces are
increased, on the other hand the lateral surfaces for

30 gluing are smaller than with normal boxes as a result of

the chamfered or rounded-off edges. The residence times




the transverse axis, but a poor flexibility about the |ongitudinal axis.
The el astic restoring forces for the lateral gluing are therefore stronger
than with |onggrain pre-cut sheets in which, due to the tran 2005
‘position of 5 the long fibres in the material, the conditions are exactly

t he opposite. On the other hand howevem®, shortgrain pre-cut sheets are
preferably used for flip-top boxes, as they <clearly favour the stability
of the Iid (no crooked closures, no easy tearing-off of the lid), the
‘rigidity sponOginenpasushstheretute né ndwepwsd,stdlbich theaids ttee a
transvers irecti,on an he,flat position of the pack, i.e. as small a
curvatureg% w%ﬁé %a% %g %ﬁ%ﬁ?ﬁ%ﬁﬁgonpared with the use of |onggrain
materials. 15 For the boxes according to the invention therefore, the use
of shortgrain naterials is preferred because on the one hand these produce

the named PoSTEFvetprapetd itdsis ratHe™ it did eetepare wEh &8estability
of the | ioRld deabttiiny ANAid alnRBR!{d:iPh % RnBRAKo£ENoENe other hand

the 20 projection o e rims of the co ront wall 1s still further
i ncr easedchimtdeed| butg it udistadr ienlgefsortdes: ither daddd 1 ines hwbhoht geaidn

materials d to.the. orientation of t | ong fibres across the,
Iongitudﬁﬁ%ﬁﬁgii%P%ﬁf?ﬁﬁéiﬂﬁI%%Hniégfp h&995e 35F SROPEQrBY nSHBf&PFal s for
the producirien iof tfHd Rradeop O@nes 1Widt Anehawke paetor Thoshgedt BEf

| ongi tudi nal edges is'sonmewhat problematic because on the one hand (as
di scusseFAHY) Ltimese| afdiker g508VERg tthecedagkec reavrented, £9RCehe ot her

gg?gl@gg R Ao ATRASS 1Er 30 GLULBARLECATBAL Ched Y YhAL BRLTRI boXes

_— production of the boxes according to the invention can also
be carried out problem-free and swiftly with shortgrain
materials without problems arising with the lateral closure

of the boxes as a result of the smaller available gluing

15 surface.

Unlike the box and lid part, it is however preferred with

the boxes according to the invention with rounded-off or
chamfered edges that the elastic restoring forces of the
20 collar part are not reduced. It is therefore preferred that

the fold lines of the collar which produce the chamfering

Mg

or rounding-off between collar front wall or collar side

walls are formed by grooves because the outer rims of the

collar front wall then project more markedly forward and
25 the friction with the inside of the lid in closed state is

increased.

For the collar part, in addition to the shortgrain
materials described, the longgrain materials usually used
30 for collars can also be used however, preferably again in
r‘combination with grooves in order to reduce the elastic

restoring forces as little as possible and to ensure as



the chanfered or rounded-off edges. The residence tines 8 August 2005 9
upon gluing nmust therefore be increased, which |leads to a sl ow ng-down of
production. In order to avoid this problem it is preferred witAReupc008§
boxes according to the invention with rounded-off or chanfered | ongitudi nal
edges that the fold Iines which | ead 1t the chanfered or rounded-off edge
are formed by scoring lines in the case of the lid and box part. Through
the scoring lines, unlike grooves, the elastic restoring forces 10 are
surprisi ref ge@twéwaerlays rreaipdidd eniat profjeatdom oft khe chélapr doeti 6Aledf the
boxes ac‘g%ﬁ ing to the invention can also be carried out problemfree and
swftly wi shortgrain - materials without problens arising with the

| ateral closure of the boxes as a result of the smal | er avail abl e gl ui ng
15 surface. . Unlike the bhox and |id part i.S however preferred with the

boxes acé%&cﬁWRfQY?tqﬂ?|q+ﬂ§HFFoﬁwaPﬁ #&@n&édléfF“BFheEhaE?%réﬂséﬁﬁes t hat

the ebaskﬁp1ﬂﬁ§tfﬁd’K}JHQF%%ilOEahhSeoneﬁbhab pérét@éﬁgﬂﬁéniﬁguced It is
therefore preferred that the fold |ines of tﬁe col [ar” whi ch produce the

chanf eri dgelst widunditndeefst baewepnefekhbi yf twat rewéss bescovhaehside walls
are for Qx r ooves bec he outer rins o he co | lar, front wall then
prolectm::‘i'ds ﬁ%ﬁ%ﬁﬁfvifg- ?5 énﬁp%% ? 8SFFFC?% ﬁlﬁu%ﬁl ar4‘|_“n3|de of the
lid in clieyethest diredractsiitheasedt FOtht bRecolid@(spast ,tha @siiidion to the
shortgrain

d rim(s) so that in the closed state of the box at least a

10 part of the collar rim/rims comes/come to rest between the

outside of the lid front wall and the strengthening field.

o

In order to ensure that the interaction between the recess
and the collar rim runs problem—-free, the recesses are

15  essentially v-shaped, their edges curved (so that the
collar edges can easily slide under the strengthening
field), the deepest point of the recesses lies roughly at
mid-height of the strengthening field and the recesses
extend starting at the top edge of the strengthening field

20 over approx. 50 to 90%, in particular 60 to 70%, of the
height of this strengthening field (which in turn

.J) facilitates the insertion of the collar rims between

strengthening field and 1lid front wall outside)}.

25 In order to further facilitate the insertion of the collar
rims, one or preferably both top corners of the
strengthening field are provided with an embossed areé
which preferably has the thickness of the foldable material
and extends over the whole top corner to the edge of the

30 recess and the top edge of the strengthening field.




materials described, the longgrain materials usually used 30 for collars
can al so be used however, preferably again in conbination with grooves in
order to reduce the elastic restoring. forces as little as p&IsyawielOdad to
ensure as 8 August 2005 10 effective as possible a projection of the collar
front wall rins. To inprove the closdide of the lid still further, the
inside 5 of the lid front wall can be fornmed by a strengthening field with
at | east one, preferably two recess(es) which is/are shaped such that upon
closure off'§ PG GRAILING Hoef NentBvRELdrPnPELaPECAPER AR KBGEDRS) of the
col lar  rdiidr S&d@rd Ldhenelesedngt %E?a?%t%h%oligérabakgé,ﬂi.aeg-o part of
the collar rimrins cones/cone to rest between the outside of the lid

front walthamratmitstashasdtshemidnghei ebdlaknpertier are &akeneofhat the
the.co rimrun robl e Lee, t he

i nteraction. bet n.the recess, an .. a S
recesses‘5¥EQT%%§§§Eﬁ?F%FIf 9?§h§6gﬁfl?ﬁew 18&93§ecﬁ 9588(%% f%;{ t he

col l ap edges ogari@rsillyy pHingedyngeerkbhabsyr eagkhentngaihi ptd)cut he deepest
poi nt of the recesses lies roughly at md-height of the strengthening
field an?hapd s-edddseds gptgddystalirngdabyt feStep &agehbfhiee

strengt hep i el r p 0 0%.,1 Gyl ar 70% of
the hei ?rﬁen%fuftt %ih%egtgr %‘égt g %8*%?5%5?3% dbe| BoPREA ﬁ*la%isl’(?(?%itrg% t he

i nserti okndffet be eoblirapvingsubiétweenthst dengt heed nyadfinet chrchdat i thd r ont

wal | outside) ;38 LIaahds’ ahg/Lur LUPT GUMLEE S FPedBssrd oot the

10 this step, the broadened collar cut-out section is also

S

retained, which is realizable in terms of process
engineering simply by appropriate adaptation of the cutting
or punching tool. Provided the pre-cut sheets used for the
production of the bozxes according to the invention have an
15 embossed area up to the rim of the pre-cut sheet, for
manufacturing reasons, the embossing must be carried out
first and then the pre-cut sheet cut out or stamped out in
a separate step. By customary folding and gluing of the
-pre—cut sheets at the side surfaces with simultaneous
20 partial insértion and gluing of the collar to the box front
_ wall and/or the box side walls, the finished cigarette box,
1:} which usually contains a cigarette group wrapped in an

inner liner, is then obtained by machine.

25 The invention will be explained in more detail in the
following using an embodiment. There are shown in:
Fig. 1 a collar pre-cut sheet 10,
Fig. 2 a pre-cut sheet 100 for the‘box and lid part and
Fig. 3 a further pre-cut sheet 100 with slightly

30 modified strengthening field 30.




rinms, one or preferably both top corners of the strengthening field are
provided with an enbossed area which preferably has the thickness of the
fol dabl e material and extends over_t-he.whol e top corner to tReAwnighc’ BB t he
30 recess and the top edge of the stre:gthening field. 8 August 2005 11 The
boxes according to the invention are duced in known manner from pre-cut
sheets and separate col lar parts, i.e. the pre-cut sheets and the collar

parts are take f wi dt hs of sheet er which are stored on
Po 1 s "5 B ohe et § Bie rral ik ol G g RABRE €t cheot's.
This is Uéalﬁdilbdalfdﬂf@ﬁ\@ cbc)’lEax.Stl&p wlrtw\ﬁadlflairhafrcﬁﬁﬁwﬁﬂtl skeghg and the
collar parts are worked by a scoring knife or a grooving unit in the

descri bed<hhiers iR ‘?aﬁtl]t%el‘lséﬁ%mﬁenélm‘ﬁcﬁéd batdreen et landtepiFonal |y
enbossed. 1 m 10, th$ 4*Eaﬂ¥aqa§ﬁﬁeﬂﬁ%9h'a&4C%5n0%hs%eBE'99 chS also

retained, which is rea |za elnterns o rocess ~engineering sinply by
appr opr i afeverdaptatveon igfes Heb mlltitdhngunopamaridleilngtot oalke. aRpohededtt he

pre-cut she used f r the ction of the boxes accordin o t he

i nventi on™ ré%é?%ﬂ??u?euﬂﬁﬂﬁﬁﬁimﬁi? Yug 8 eRe Pfﬁy&geghé“pF8£€gt Sheet, for
nmanuf act usddig RS AMea .t LRSI FB10USkeRe igakhedrovt 6f hiShiaad t hen
the pre-cut sheet cut out or stanped out in a separate step. By custonary

fol ding and gluing of the pre-cut sheets at the side surfaces with
si mul t anequs 29 183" fipal 1s%sfxla "Epﬁag m%i‘%gg ?E lhe {ioéléérlhﬁiﬁé‘& box front
wal | and/or the box si S, e finishe garette box,
10 by the edges 18 on one side and the fold areas with the
_} grooves 15 on the other side. The collar 10 also has a cut-
out section 20 which has a mid-height of approx. 34 mm
here. In a box according to the invention which contains
the collar shown here, the rims 16 would therefore project

15 forward and thus essentially effect a secure closure of the

lid.

Fig. 2 shows a pre-cut sheet 100 made of shortgrain paper
or cardboard for the production of a cigarette box. There

20 can be seen the customary fields, i.e. main surface fields
40, 42, 44 and 46 with the corresponding side-surface

} fields 41, 43, 45 and 47 which, in the finished cigarette

box, form the box front wall, the box rear wall, the 1lid
front wall and the lid rear wall as well as the side walls

25 —of the lid and box part. Also to be seen are the base field
48 and the top side field 50 which, in the finished box,

. correspond to the box base and the 1lid top side. The pre-
eut sheet 100 of Fig. 2 has 7 scoring lines 52 running
essentially parallel at a distance of approx. 1 mm. Further

30 fold lines alongside the scoring lines 52 are drawn in
dotted lines in Fig. 2 and numbered 54. The pre-cut sheet

'also has two indents 56 and also side-surface field end




whi ch usually contains a cigarette group wapped in an inner liner, is

t hen obtained by nachine. 25 The invention wll be explained in nore detail
inthe follow ng using an enbodi nent. There are shown in: Figg".‘ugPStazo@él | ar
pre-cut sheet 10, Fig. 2 a pre-cut sheet 100 for the box and lid part and
Fig. 3 a further pre-cut sheet 100 wit¥ slightly 30 nodified strengthening
field 30. 8 August 2005 12 Fig. 1 shows a pre-cut sheet nade of shortgrain
paper or cardboard for a collar 10 with collar front wall 12 and collar

si de wal | $222. Y& e e 13- paraiganios el o whigh hes 8Rd the two
collar Sige, 1ok 1 s rléh £ AN A [P SEEL 32 IV YBLI %9\3%5' 'jiB‘?cﬁsléb%bCh run

parallel to one another at "a distance of approximtely nm are provided
in total ¥bth Harmdigl durfemse Thieltidbtddl. fielath aifeahies twbheteborerfemm wi de.

The col | 10. al.so has 't ri.m area wWhich are limted 10 t he edges
18 on ongﬁgi%‘feata%edﬁ e Yo %sf%\ﬁ%t%%tohé‘a&r 86vEY ?§38ﬁ f’ﬁ%ao?ﬁer si de.
The cal | aghiléh ad:a@ehas conpllet QU Seet itde 20pWalgh Basoa #hd- hei ght of
approx. 34 mm here. In a box according to tﬁe i nventi on which contains

the col | SFtEniheidmng, filed d 36 trs theuldgeprstepeiatppbj ERe I8CedErd and

thus esseppially effect a secure closure of the lid. Fig. 2 shows a
pre-cut sheet 100 made of shortgrain paper or cardboard for the production
of a cigarette box. There 20 can be seen the customary fields, i.e. main

rf f.iel . i
surtace Tk?pg%duce the cigarette box, the side-surface fields 41

10 can firstly be folded upwards by 90° and the side-surface
m} field end tabs 58 located there folded inwards also by 90°.

Then the bottom part of the pre-cut sheet 100 is folded
upwards by 90° with the base surface 48 and the first main
surface field 40, as a result of which the side-surface

15 field end tabs 58 come into contact with the base field 48
and are glued. If the first main surface field 40 is folded
in further (by 90°), the side-surface fields 43 and 41 come
to lie on top of one another and can be glued, with the
result that the box part is finished. The 1lid part is

20 produced in similar manner, i.e. the side-surface field end
tabs 59 are glued to the top side field 50. The

Wi strengthening field 30 is glued inwardly onto the fourth

main surface field 46 and thereupon the sidemsurface.fields
45 'and 47 glued together. During this production process or

25 subsequently, the collar 10 shown in Fig. 1 for example can
be arranged on the inside of the first main surface field
40 such that a part of the collar projects out of the box
part. The collar can be connected to the lid front wall,
i.e. the first main surface field 40, as well as optionally

30 the corresponding side-surface fields, by gluing.




40, 42, 44 and 46 wth the correspondi ng side-surface fields 41, 43, 45
and 47 which, in the finished cigarette box, formthe box front wall, the
box rear -wall, the Iid front wall and the Iid rear wall as wélAugys “Ofé
side walls 25 of the lid and box part. Also to be seen are the base field
48 and the.top side field 50 which, ini4ahe finished box, correspond to the
box base and the |lid top side. The pre- cut sheet 100 of Fig. 2 has 7
scoringlines 52 running essentially parallel at a distance of approx. 1
mm Fur t h€ke 3ot Fengthemicyy dlignghide witd $ber ithg Piatesrad2 recesgeawdZi n
dotted lines.yn H Q?Ep r L Th re- S al so has two

i ndent s 5£§a% g%fg%xg%ﬁg?ghr acgjgféﬁé”%h&%éRA§8§§?92 %EEP§ tabs 58 and 59.
The strenfiheshed) Haxel @ whHicshu a s fanheappikoXxdoet eby thes kapeddr ecess 32

on both sides joins abov? with the main surface field 4g§ Each of the two

top cornefE® BRI o efGAFETSTy Firet8°369H8s LEn°énb88sE8L4REa 36 5

whi chsextengls LoMHRLaliY Ate@MiNe HORmBAGEc382PEaEN8 6, SiseQaL AgRI ng field
30 to the deepest point of the'recesses 32. To produce thé cigarette box,

t he si de-keirferie stirgngshening0 fdgddf B0sehy Beutbhdedinpaurdechy 90 and the
si de-surfac ield end tab | ocated there fol ded i nwards al so by 90.
‘Then t he bo (%ﬁﬁigpﬁ gFl?hzhggg-ggt%§ﬁ8%%oﬁoo is folded wupwards by 90 with
t he base surface 48 and the first main surface field 40, as a result of

~which the side-surfgce 15 field end_tabs 58 conme into contact with the base
field 48The embossed areas 36 can also be attached along the

10 cutting lines 39 as shown in Fig. 3.

R




and are glued. If the first main surface field 40 is folded in further (by
90), the side-surface fields 43 and 41 cone to lie on top of one another
and can be glued, with the result that the box.part is finishédugrse®dd
part is 20 produced in simlar manngg, i.e. the side-surface field end

tabs 59 are . glued to the top side field 50. The strengthening field 30 is
glued inwardly onto the fourth main surface field 46 and thereupon the
Side-sgfﬁggg fields 45-and 47 glued together. During this production
process or 5 subsequently, the collar 10 shown in Fig. 1 for'exanple can
be arranged on the inside of the first main surface field 40'such that a

part OE Q@ggcgﬁ%ﬁ%ig%ohgg%éagﬁ%iq£?gg§,bqf part. The collar can be

connecte fron 6. the first main surface field 40, as
wel | as optiwanat | ya 3 s ke poenrgsportte ngoskdepsurtf adea¥vielgdsa byagt uing. 9
August 2005 .14 The_ strengthening field 30.wth the i | at | .recesses 32
is then | ocaf_treoan%nwfar%el'l id %roo}ﬁt W ‘f’ﬁgilde %?xt ﬁelg?i rvl"ias]ﬁj(:a% t%lxcf Upon
cl osure of hé&dwxbadwe to the curved rimpattern of the recesses 32, the
edge 18 of the collar, 5 rinms 16, facilijtated by the enbossed areas 36, is
gui ded  bet W st ergthe® A§ i el™d* B0 Hhd fBﬁ%tth Y 8drfhcet T el d 46
and hel d theredy feilqQt, oa. 1Ehe eshassedlareasi d6 stiade awsd be aticached
along the 10 cutting lines 39 as shown in Fig. 3. 8 August 2005 15
a lid top side, and

- with a <collar, the collar having a collar

front wall provided with a cut-out section

and collar side walls,
-. the 1id part being linked with the 1id rear

wall on the box rear wall,
- the collar being arranged in the box part and
- the collar front wall projecting at least

partly out of the box part,
characterized in that

the rim of the collar front wall remaining on

the left and right next to the cut-out section
v is so narrow that it projects forward due to the

rigidity of the foldable material, in particular_

in its upper area.

2. Box according to claim 1, characterized in that
the l1id is held essentially in the closed state
by the friction between the forward-projecting

rims and the inside of the 1id front wall.




Clainms: 1 Box nmade of foldable material - with a box part, the box part
having a box front wall, a box rear wall, box side walls and a box base,

- with alid part, the lid part having a lid front wall, a | iRd ¢asay?0al | -
lid sidewalls and a lid top side,;gnd - with a collar, the collar having
a collar front wall provided with a cut-out section and collar side walls,
the lid part being linked with the |id rear wall on the box rear wall, the
col lar el ng, A rangedigshbe boy pagheandor they gohbar irond,vald,
projecting at |least partly out of the box part, characterized in that the
rimof thehesldcrestont vidt | thatai Abnge A 1975 ¢ ePeandrrighEenext to the
cut-out segbiObnk$ciQiRAT OMuLRal 4 RHY eghbs fpurmardodueche tihey rigidity
of the foldable naterial, in particular in its upper area. 2. Box

accordi ngPe&tcl ap A1, Tharddt®eri £8d iarthatre t he A4 ee hl Bl essthtially in
the cl osednghatea-cdy the friction between the forward-projecting rinms and
the inside of the lid front wall. 8 August 2005 16

4. Box according to one of claims 1 to 3,
characterized in that the foldable material is

paper or cardboard.

5. Box according to claim 4, characterized in that

., -
e

the foldable material is shortgrain paper or

shortgrain cardboard.

6. Box according to claim 5, characterized in that
one or is more of the longitudinal edges of the box
are rounded off or chamfered and the chamfering or

the rounding of the longitudinal edges o©f the box

and 1lid parts 1is formed by scoring lines and the

chamfering or the rounding of the collar by

grooves.
7. Box according to one of claims 1 to 6,
-_} characterized in that the inside of the 1lid front

wall is formed by a strengthening field with at
least one recess which is shaped such _that upon
closure of the 1lid part it interacts with the edge
of a collar rim so that in the closed state of the
box at least a part of the collar rim comes to
‘rest between the outside of the lid front wall and
the strengthening field

8. Box according to c¢laim 7, characterized in chat
.the recess(es)is/are essentially v-shaped, the
.edges of the recess(es)is/are curved, the deepest

point of ‘the recess(es) lies/1lie



3. Box according to one of claims 1 or 2, characterized in that in each
case one or nore of the longitudinal edges of the box part, of the lid
part and .of the collar are rounded of.f .or chanfered. 4. Box &ctegudi M5t o
one of clains 1 to 3, characterizeg4in that the foldable material is

paper or cardboard. 5. Box according to claim4, characterized in that the
fol dable material is shortgrain paper or shortgrain cardboard. Box

accordi ng- 19 o&13) Mo, Ghai-acd ephzedoien tt'?@ st g cheniPe afidhe
| ongi t udi nal "eddes of the box "are rounded off or chanfered and the

chanf eri ngn8r thher BEGEH (RS bf cEhe 1 bhGE RGN fBAed Nt ERBR 1KFk9€and 1id

parts is bermmak byt seaigitikdings f&@l&héve(&haé'@ﬁfbﬁgn@’téh? s@ungld ng of the
collar by__grooves. 7. Box according to one of cla

char act er?Qed i t RAE St 351 49 of Ot HO %4 dolfrd%ﬂe \%ﬁlllgqts Pérntellieby a

strengt heatpgnfdtel s whhrate1d east one recess which is shaped such that

upon closure of the lid part it interacts with the edge of a collar rim

so that in the closed state of the box at |least a part of the collar rim

comes ta . BeH balwreniihg outsi deowé theflidfsoms wall and the

strengt hegflggaf It%lrdlzeg 1BOX ﬁggorodrllggotro glo%'hm dpcréaorrahcél?” %ed fn chat
the strengthening field is/are provided with an

embossed area.

.} 10. Box according to claim 9, characterized in that
the embossed area({s) extends/extend 1inwards from
the top edge of the strengthening field and the top
end({s) of the edges o0of the recess{es) to the
strengthening field.

11. Box according to one of claims 9 or 10,
characterized in that the embossed area
approximately corresponds to the thickness of the

foldable material.

12. Collar made of foldable material which has a

/.

} collar front wall provided with a cut-out section

and collar side walls
characterized in that
the rim of the collar front wall remaining on the

left and right next to the cut-out section is so

narrow that, when inserted into a box with a




the recess(es) is/are essentially v-shaped, the edges of the recess(es
)is/are curved, the deepest point of-the recess(es) lies/lie 8 August ?005
17 roughly at md-height of the strengthening field and the SPeAuE&(Zdp
extends/extend fromthe top edge of the strengthening field over

approxi mately 50 to 90% in particul d3 60 to 700, of the height of the
strengthening field . 9. Box according to one of clains 7 or 8,
characterized in that. one or both cop corner(g% of tge streggthe%%ng field
is/are provi ddRFEH B SfodEBeEtedOrYerIBIRCalColrdrng P09 A i 9,

characteri zed 4{e tfRdad € RIHRASSAT anERETE ieXNaRdShextendppapards from
the top edge of the strengthening field and the top end(s? of the edges of

the recess(es)anrethe strengthening field. 11. Box according to one of
claims 9 or 10, characterized in that the enbossed area approxinmately
corresponds to the thickness of the foldable material. 12. Coll ar nade of
fol dable material which has a collar front wall provided wth a cut-out
section and collar side walls characterized in that the rimof the collar
front wall remaining on the

p—



| eft and right next to the cut-out section is so narrow that, when

inserted into a box with a 8 August 2005 18 hinged lid, it prglects formard
due to the rigidity of the foldable material, in particular i
BOX W TH HI NGED LI D ABSTRACT The invention relates to a box mnth a
the lidis reliabl§9closed by way of an enlarged coll ar
boxes with a hinged lid. The

ar ea.
hinged |id wherein
section (20) as conpared to conventional
closure is even rendered nore reliably béG recesses on the insides of the

lid that optionally are furtREK BréYi Hé

‘S'WF‘J

ruygust 2095

WPt RLEnbossed secti ons.

ABSTRACT

The invention relates to a box with a hinged lid wherein
the lid is reliably closed by way of an enlarged collar
section (20) as compared to conventional bbxes with a
hinged lid. The closure is even rendered more reliably by
recesses on the insides of the 1lid that optionally are

further provided with embossed sections.

Fig. 1




