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ABSTRACT OF THE DISCLOSURE 

A pair of tapered collars are made by applying glue 
along two lines to a forward moving ‘blank and folding 
normal to the line of feed to bring opposed portions to 
seal along the glue lines which are inclined to the fold 
line; the blank is then out between the glue lines. 

This invention relates to improvements in collars or 
sleeves of the type formed of paper, cardboard or the 
like and applied to necks of bottles or other necked con 
tainers to carry advertising, promotional, or other display 
material. 
One of the important objects of the invention is to 

enable collars of this type to be manufactured more eco~ 
nomically than heretofore. In particular, it is an object 
to enable such neck collars, sleeves or labels to be manu 
factured using conventional envelope forming machinery. 
In this connection, it is an object to enable high spee 
production of such collars or sleeves using such ma 
chinery. 

Another important object is to provide an improved 
collar or sleeve which can more readily be applied 
over the neck of a bottle or other necked container. 

Frequently, such collars, sleeves or labels are intended 
to be removed and opened up without destruction to 
obtain information regarding or to be used as entry 
forms for contests, prizes and the like and it is another 
important object to provide a bottle or container neck 
collar or sleeve which can be opened up with facility 
and without destruction. 

Still another object is to provide optimum area on 
the collar or sleeve commensurate with the container and 
neck size on which to display advertising or other promo 
tional material. 

Still another object is to provide a sleeve or collar 
as aforesaid of attractive appearance. 

Sleeves or collars of the type with which the invention 
is concerned are of tapered form and when provided in a 
?at state they are required :to be opened up into tubular 
formation and slipped down over the neck of the bottle 
or container. The production of such collars or sleeves 
in tubular form or in a ?at state folded at angles de 
pending on the degree of taper required necessitates the 
use of special equipment. 

According to the present invention the collars or sleeves 
are formed by folding ‘blanks of paper, card-board or the 
like along a fold line which is always at right angles 
to the direction of feed of the blanks as they are fed down 
a production line regardless of the taper desired in the 
ultimate collar. 

Further, according to the invention, each blank is 
formed to provide two or more collars and all the folding 
required for all of the collars to be formed from an indi— 
vidual blank is accomplished in a single folding operation 
with the fold being etlected along a line always running 
at right angles to or crosswise of the direction of feed of 
the blank. With the invention, therefore, collars of the 
type referred to can be manufactured at high speed on 
standard envelope manufacturing machinery. 
When collars or sleeves of this type are delivered to 
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the user in a ?at or compressed state the operator is 
required to force the opposed folded edges towards each 
other to effect opening up of the collar so that it can be 
slipped over the neck of the bottle. Such opening up 
of the collar is rather awkward and is not always readily 
accomplished so that there is a time waste factor on the 
application of the collars. 

According to the present invention, each collar has a 
single fold side, and this preferably with only a blunt fold, 
and a relatively rigid gripping tab is provided at the 
opposite side of the collar whereby the operator gripping 
this tab in the fingers of one hand and pushing the oppo 
site bluntly folded edge of the collars against, for example, 
the other hand, can immediately and positively ellect an 
opening up of the collar ready for inserting over the con 
tainer neck thereby providing an important saving in time. 

Further according tothe invention the collar is‘ pro 
vided with one folded edge and an opposed glued or 
adhesively secured edge forming said tab as aforesaid and 
de?ning the collar taper therebetween. With :this arrange 
ment for a given size and taper of collar to ?t a speci?c 
neck size additional space may ‘be provided for advertising 
or other indicia on the collar than is available on conven 
tional collars of this type. 
Again the provision of the tab at one side of the collar 

not only affords a facility in the opening up of the collar 
from ?at state to sleeve form for application over the neck 
of a bottle but further provides a means for facilitating 
the opening up of the sleeve without destruction to dis 
play printed information instructions or the like on the 
inside of the sleeve. In this connection the collar tab may 
be so glued or adhered to facilitate this opening up or 
may be provided with nonadhered tab portions or exten~ 
sions which can be gripped to assist in the pulling apart 
of the adhered edge of the collar. 

These and other objects and features of the invention 
will be more readily understood from the following de~ 
tailed description taken in conjunction with the accom 
panying drawings in which: 
FIGURE 1 is a perspective view of a collar embodying 

the invention and showing it about to be placed over the 
neck of a bottle. 
FIGURE 2 is a perspective view of the collar of FIG 

URE l in position on the neck of a bottle. 
FIGURE 3 is a plan view of the collar, FIGURES l 

and 2, when opened out to flat form to display the inte 
rior thereof. 
Fl'GURE 4 is a plan view of the collar of FIGURES 

l and 2 in the ?attened state before being opened up to 
sleeve form for insertion over the neck of a bottle. 
FIGURE 5 is a perspective view of a slightly modi?ed 

form of collar embodying the invention. 
FIGURE 6 is a diagrammatic perspective view illus 

trating the manner in which the collars of FIGURES l 
and 5 are formed into two mirror-image portions in ac 
cordance with the invention. 
FIGURE 7 is a plan view of the blank from which 

collars of the con?guration of FIGURE 5 are formed 
showing the blank being advanced towards the folding 
operation. 
FIGURE 8 shows the blank of FIGURE 7 after folding 

and prior to die cutting to form collars of the con?gura 
tion of FIGURE 5. 
FIGURE 9 is a plan view of an alternative form of 

blank for forming four collars simultaneously in accord 
ance with the invention. 

'Jith reference to FIGURES l and 2 the collar desig 
nated at 1 is of generally tapered form having a narrow 
mouth 2 at the top and a wide mouth 3 at the bottom 
thereof so that it can be sleeved over the top of a bottle 
4 as illustrated in FlGURES l and 2 to encompass the 
neck 5 thereof. 
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As illustrated in FIGURES 3 and 4 the collar 1 is com— 
prised of a requisitely shaped sheet of material 6 which 
may be paper, cardboard or other foldable material which 
presents in effect a pair of wings '7 which in the illustra 
tion are mirror images of each other on opposite sides of 
a fold line 8, although it will be appreciated the wings 
7 do not have to be identical in shape. These wings 7 
when folded over, one on the other, are adhered by means 
of adhesive or glue 9 which may or may not be a con 
tinuous coating for the collar 1. 

Preferably the fold at the fold line 8 is what is termed 
a blunt fold, that is one that provides a slightly radiused 
bend at the fold line as shown in FIGURE 1 rather than 
a sharp crease for a purpose as will hereinafter appear. 
The taper of the collar 1 is provided by having the line 
of juncture 10 of the inner edges of the adhesively secured 
wing portions 11 inclined at an acute angle to the fold 
line 8, the fold line 8 and juncture line It} forming op 
posite sides of the collar when in the ?attened state of 
FIGURE 4. The adhesively secured wing portions 11 de 
?ne a tab of double thickness extending longitudinally 
along the juncture line 10, being of a width and size so 
that it may be conveniently gripped by the thumb and 
?nger of one hand, as illustrated in FIGURE 1. 

In applying the collar the worker takes the collar while 
in the flat state of FIGURE 4 and, gripping the tab 11 
between the thumb and fore?nger of one hand, pushes the 
opposite edge of the collar as de?ned by the fold line 8 
against, for example, the other hand; the collar, fa 
cilitated by the blunt fold at 8, immediately and positive 
ly opens out from ?at to sleeve form whereby it can be 
sleeved over the neck of the bottle or other container to 
the position illustrated in FIGURE 2. The tab 11 not 
only provides for convenient gripping of the collar but 
also a rigid reinforcement; this is due to the glued double 
thickness of the material which precludes any distortion 
of the collar as the fold 3 is pressed against an object 
so that the reactive force will invariably result in the open 
ing up of the collar to sleeve form rather than a bending 
or twisting of the collar. 
The tab 11 also facilitates the removal of the collar and, 

by pulling the adhered strip portions 11 forming the tab, 
the wings 7 can be separated, the collar being opened up 
for viewing and inspection of any material which may be 
imprinted on the inside thereof. Alternatively the material 
of the collar may be perforated along the line It) so that 
the tab may be severed from the collar in the opening up 
operation. 
FIGURE 5 illustrates a slightly modi?ed form of col 

lar 12 in which there is provided a pair of unglued wings 
13 projecting from the tab 11’ which corresponds to the 
tab 11 of the collar 1. These wings 13 provide gripping 
means which can be pulled to separate the adhered collar 
portions, which form the tab 11’ when it is desired to 
open out the collar to inspect the interior thereof. 

Additionally the wings 13 facilitate the forming of the 
collars as will hereinafter appear. 
As in the case of the collar in FIGURE 1, the collar in 

FIGURE 5 has its taper defined by acutely inclined fold 
and juncture lines, namely the fold line 8’ and the inner 
line of juncture 10' of the collar portions forming the 
tab 11’. 

It will be appreciated that the collars 1 and 12 may 
carry advertising display or information on the exterior 
thereof and as well, of course, information or display, 
promotional or advertising material on the inside thereof. 

Collars of the type according to the invention are 
formed by folding along acutely inclined lines to form the 
tapered sides of the collar and these acutely inclined 
lines of fold require special equipment. According to the 
present invention the collars are preferably formed by 
employing a single folding operation which is transverse 
or at right angles to the direction of blank feed, as will 
be more particularly described with reference to FIG 
URE 6. 

In the diagrammatic illustration of FIGURE 6 there 
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is provided a blank 14 of sheet material which, in the 
particular embodiment illustrated, ultimately forms two 
collars. This blank is fed, for instance, on a conveyor belt 
of a conventional envelope machine in the directions of 
the arrows 15 in the usual manner by means of pins 16 
which push the blank from behind. As the blank is ad 
vanced, it is creased as at 80, corresponding to the fold 
line 8 in the ?nal collar, with the blank presenting por 
tions 17 on opposite sides of the crease line 80 which por 
tions 17, in the illustration, are mirror images but need 
not necessarily be so. The adhesive 9 is applied at at least 
two corners of the blank as illustrated; the sequence of 
these steps, of course, is immaterial. 

Following creasing and the application of glue the 
blank is folded along the crease line ‘80 to bring the mirror 
image portions 17 into face to face relationship. It will 
be appreciated from FIGURE 6 that the crease line ‘80 
is at precisely right angles to the direction of feed of 
the blank, i.e. exactly transversely of the blank feed, 
and therefore the blank can be folded in a conventional 
manner while being forwardly advanced by the pins 16. 
After folding pressure is applied to secure the blank 
corners together along the lines of the longitudinal ad 
hesively coated strips. The blank 14 is thus formed into 
a single sleeve which is subsequently die cut to provide 
two separate collars 1 with an intervening scrap piece 18. 

It will be seen that the blank 14 has scalloped sides 
19, which are adapted to form the upper mouths of the 
?nal collars 1, while the arcuate lines of cut 20 in the 
?nal die cutting operation de?ne the lower months 3 
of the collars. In the method illustrated, not only are 
tapered collars provided while using a single fold at 
right angles to the direction of advance of the blank, but 
the blank produces a pair of collars so that the rate of 
collar production is twice that of the blank feed. 
The blank to form the collar of FIGURE 5 is illus 

trated in FIGURE 7 and carries the additional generally 
triangular corner elements 13 which ultimately form the 
wings 13 previously referred to. Again the blank 21 is 
advanced by means of pins 16 and the provision of the 
wings 13 provide locating notches for receiving the pins 
and correctly orienting the blank so that the speed of ad 
vance of the blanks in the production of the collars can 
be increased without danger of angular displacement. 
Again the blanks are creased, as at 80', and have ad 
hesive applied along the corner strips 9’ with the inner 
borders 10’ of the adhesive bearing strips 9' being acutely 
inclined to or out of parallelism with the crease line 80'. 
The tabs or wings 13 are left unglued. As before the 
blank is then folded over on itself to bring the mirror 
image portions 17’ on opposite sides of the crease line 
8t?’ into opposing relation, where they are united by pres 
sure on the adhesive strip areas 9'. 
Again the sides 19' de?ne the upper mouths of the col 

lars when the blank is folded, adhered and die cut and 
the lines of cut 20’ form the bottom mouths of the collar. 

In the folding operation it is desirable that the material 
should not be sharply creased along the crease lines 80 
and 89'; as a result a small radiused curve is provided at 
the fold line so that the collars 1 or 12 ultimately formed 
may be readily opened up by grasping the tabs 11 or 11' in 
one hand and the folded edge of the collars pushed against 
an abutment, such as the other‘ hand, as previously ex 
plained. 

While the blanks shown in FIGURES 6 and 7 are 
adapted for forming two collars simultaneously upon die 
cutting in the ?nal step, it will be appreciated that any 
number of collars may be simultaneously formed using 
the single folding operation with the fold line arranged 
transversely or at right angles to the direction of blank 
feed. In this connection, FIGURE 9 illustrates a further 
‘blank 21', with a single fold along a fold line 22 which 
will, upon being die cut along lines 23 and 24, produce 
four collars. Thus the rate of collar production will be 
four times the blank feed. 
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While a single folding operation is desirable, it will be 
appreciated that a suitable "blank may be formed and 
folded more than once along parallel fold lines to pro 
duce, on gluing and die cutting, a greater number of 
collars. '‘ 

While I have shown and described several preferred 
embodiments of my invention, it. will be understood that 
various modi?cations may be made within the spirit of 
the invention and without departing from the scope of 
the appended claims. 
What I claim is: 
1. The method of forming tapered collars for the necks 

of containers from paper cardboard or like foldable sheet 
material comprising dieing out a shaped blank including 
two mirror-image portions from which at least two col 
lars are to be formed, feeding said blank along a straight 
line path, applying adhesive to said blank along at least 
two non-parallel lines, folding said blank over on itself 
along a fold line at right angles to said line of feed to 
bring ‘blank portions into opposing relation along said 
lines of adhesive application, said lines of adhesive appli 
cation being spaced from and out of parallelism with said 
fold line, applying pressure to effect adherence of said 
opposing blank portions along said adhesive lines, cutting 
said blank into at least two mirror-image portions each 
de?ning a collar in a ?attened state with one edge thereof 
de?ned by the fold of the ‘blank and the other edge ‘by one 
of said lines of adherence out of parallelism with the 
fold line. 
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2. The method as claimed in claim 1 in which said 

blank is overfolded to provide a blunt fold. 
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