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CHAMBER, METHOD OF MANUFACTURE AND OF PACKAG NG LI QUID I N THESE CHAMBERS
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incorporated valve for controlling the outlet of liquid
and which can be manufactured continuously from a film
20 of thermoplastic. It has been proposed that a drinking
straw be associated with this bag to allow the liquid
to be accessed through the valve that consists of a
passage formed between two layers of film which
normally touch and which open when the drinking straw
25 is inserted. Thus, when the drinking straw is withdrawn
at least partially from the passage that forms the
valve, this passage closes back up and the liquid can
no longer get out. The drawback with this system 1lies
in the fact that by withdrawing the drinking straw,
30 this straw makes liquid in the passage of the valve
come out, gradually soiling the outside of the bag.

Clearly it is not easy to make an effective
seal in this kind of bag, even less so when this bag is
equipped with a valve of the aforementioned type. The

35 edges of the passage delimiting the valve are made by
welding together films of thermoplastic. Now,' by
welding these films together, the structure of the
substance of the film is locally altered and the film

becomes amorphous and loses some of its elasticity, so



-2- detracting fromthe quality of seal that can be formed. The use of an
el ement added on to the inlet end of this valve-form ng passage is al so
precluded. This clearly denonstrates the goaplexity of the problemto be 5
solved, it being necessary for the solution to be appropriate to the very
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sealing and with a certain method of manufacture and of

packaging the liquid continuously had hitherto not yet
been dealt with satisfactorily. One of these problems

20 1is associated with incorporating a drinking straw into
a closed pocket of the packaging in a manufacturing
process that uses a material in the form of continuous
strip.

The object of the present invention is

25 specifically to provide a solution to the problem of
sealing, and to that of manufacturing bags and
packaging liquid continuously in such bags, allowing in
particular the use of known designs of machine even if
these machines need after all to be converted

30 substantially so that they can be adapted to the
manufacture and packaging of these bags.

Thus the subject of the present invention is
first of all a bag for packaging 1liquid of the
aforementioned type as defined in Claim 1. This tubular

35 element of decreasing section is obtained by stretching
out a plastic film and thus allows the film to maintain
its elasticity which guarantees effective sealing. What
is more, this 1is a very simple solution perfectly
suited to the product for which it is intended.



As a preference; the wall of the pocket containing the said wthdraw ng
pipe is secured to a tab cut fromone layer of filmintended to formthe

| €akti ght chanber. This tab nmakes it possidle to 5 guarantee that the
access to the drinking straw which acts as a pipe for dispensing the |iquid
has not been tanpered wst h.a Adyaataegenss) y, thee opan ngpf or ard apddxetend
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by one of the filns of the val ve passage. This saving in thickness has an
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of two thicknesses fi L m.fqQrni h | s of pocket n.thus , be
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preference, this may |ie adjacent to one end of the passa

! e
control I i ng thBOFkEN &f tHhe RafliRpin frensd Petwetaracfénsht %fidlerﬁ ®F t he
seal may extendiowerfopaitngforddicst pass agell Anet helie SHBj8Chaskabbi Sind a
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material in st Iprormin ended to formone o e
thickness of film is made because one of the walls of
the pocket is formed by one of the films of the wvalve
passage. This saving in thickness has an advantage when
20 the strip of part-finished bags has to be wound onto a
reel to be sent to a liquid-packaging unit; The added
thickness consisting of two thicknesses of film forming
the walls of the pocket can thus be reduced by half,
also reducing the difference in thickness from one edge
25 of the reel of part-finished bags to the other.
.As an alternative, this pocket may however be
formed in the fold of a film folded on itself. As a
preference, this fold may lie adjacent to one end of
the passage controlling the flow of the liquid and the
30 tubular element forming the seal may extend over part
of this passage.
Another subject of this invention is a method
for the manufacture of bags and for the packaging of
liquid continuously in these bags according to Claim 9.
35 One of the advantages of this method is that it allows
the bags to be filled and the straws to be inserted
laterally, one of the longitudinal edges of the
material in strip form intended to form one of the

edges of these bags remaining open until the time of



edges of tHese bags remaining open until the tinme of -4- filling. Thus
the dfinking straw can be inserted laterally along the axis of the seal and
of.the val ve passage when there is this pagsage, and a |iquid-supply pipe
can be slipped between the walls of the bag, along 5 its edge that
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in order to 25 s@:%‘ilﬁﬁ‘gﬁftlbgrtl-ﬁyhgsﬁédv‘%ﬁggs ta(?léet%llle' Qe}:gﬁ %%%s%.kq:q_rn% ng

to the invention, éespecially bags wt ' ves t he ager
needs to do isiflepl BeEM4RE cd'é'teorraFyb%éét MRk al dNor JsfPW‘élTéQtrlId@j
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separate productlon units, the packager of the product
not necessarily being called upon to solve the problems
involved in the manufacture of a bag of this kind.

20 Thus the packager of liquid into the packaging
can then use the part-finished bags thus produced just
like simple sheets or films used for packaging liquid
in sachets, bags or cartons, carrying out the packaging
using conventional machinery, so that in order to

25 package the 1liquid he wishes to sell in the bags
according to the invention, especially bags with
valves, all the liquid packager needs to do is replace
the customary sheet materials or simple extruded films
with the part-finished bags according to the present

30 invention. |

One of the main advantages of the chémber that
is the subject of the invention is that there is a film
seal over the valve passage and this means that by
piercing this film seal, not by cutting it, but by a

35 point deformation of the film seal towards the valve
passage until it bursts, an annular seal which is
slightly conical is obtained and guarantees elastic

clamping of the drinking straw, giving a seal that



sl'ightly conical is obtained and guarantees el astic cl anpi ng of the
drinking straw, giving a seal that -5- makes it possible to prevent any
li'quid in the val ve passage from escaping. gln addition, the two faces of
the chamber which come fromthe sane sheet folded onto itself do not 5
becone of fset fiakBoHNetanBgivlhteh gmarsit hatyt he ggae 1§ thee wi1vde
printed wordi ng on the Ewo faces of this chanber. Thanks to the packagi ng
net hod accor di nF I IHe" T TITHF"Yhe pocket which is intended to house
the 10 bent-over part ofntaddiitiok) nghst taw Waceb bifesheutcHaiddhesvte

passage is produeced af | ki ra be i nsert into the
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other alternatdase fOremudM bk PREOPE:REAT wEYHERG Eﬂet‘fll%sﬁ:rdoof[fﬁCHEth
will follow, given with the aid of the appended drfaw ng which illustrates,
very di agramratq I‘i}l by way of an exanple, one enbodi nent and one

alternative formof 20 tHenlkdardethéhphckagihg mebheat aekddiisig RENERON,
| e, manuf act uri ng

and the corr.espondi n ways of _ . |nmplenmentin th

and packagi ng r%&svﬁeon < VHat thFe psoucdieetctghbfht Hi% ?‘H\%Eﬂg?gn.t%i BarEe1 the
plan view, 191 isintatdwey @41t sof 26hphdsiénbinghetmanuivhdichr ilig stedutodide
Figure 2 is a s&(dipiile VbﬁWsQ&eF!iQU%ojduﬁcg%&e’;r' 8n8 BLARMNEW ctraw
illustrating a_second phase of "this thod;, Figure 4 1s a sectiaonal Vview of
Figure 3; 30 Das beenpngpitediintopthp onERYi FPushiat PRgsaachi rhipHase
of this methodmdargur enfti stife SREtinidlg VeeWaf &b&sr oy LU eod ithd

plan view illustrating a.fpurt hase of this nethod; 35 Figure 8
is a sectional ﬁ\?lt&ﬁag‘f "5 eog;;tl%e pocket .
15 Other advantages and other alternative forms

will Dbecome clear during the description which will
follow, given with the aid of the appended drawing
which illustrates, very diagrammatically and by way of
an example, one embodiment and one alternative form of
20 the chamber that is the subject of this invention, and
the corresponding ways of implementing the
manufacturing and packaging methods that are subjects
of this invention.
Figure 1 is a plan view, illustrating a first
25 phase of the manufacturing method; '
Figure 2 is a sectional view of Figure 1;
Figure 3 is a plan view illustrating a second
phase of this method;
Figure 4 is a sectional view of Figure 3;
30 ' Figure 5 is a plan view illustrating a third
phase of this method;
Figure 6 is a sectional view of Figure 5;
Figure 7 is a plan view illustrating a fourth
phase of this method;
35 Figure 8 is a sectional view of Figure 7;
' Figure 9 is a plan view illustrating a fifth
phase of this method;

Figure 10 is a sectional view of Figure 9;



' Fifgure 9 is aplan viewillustrating a fifth phase of this nethod; Figure

10 is'a sectional view of Figure 9; "-6- Figure 11 is aplan view
iMustrating a sixth phase of this nethod; gFLgure 12 is a sectional view of
Figure 11; Figure 13 is a plan viewillustrating a seventh 5 phase of this

nethod; Figure 14 is a Bepiteonal diseva oplEhgwiewl3ilFogurecidbgi s a ptEw

view of the fi rbl sahseed Obggc'h.Fsi uertq}ol ,1s a sectional view of Figure 15;
Figure 17 is a &an vi'ew of” the fourth phase of 10 a second enbodi nent of

. the nethod for manuf actRirgure akidl mm(asﬁatgiortalqhﬁiiewumf Biging %;accorg! ng
to a second enbodi men; i subj 3 .L.nven X gure
18 is a sectional vi ewr%ﬁéql}la%ujf% %;gFFg%rleg%S&i glghglﬁgﬁt‘:\ﬂn W‘?ioféetq\{juéen IJ!lfth
phase of 157t hitdafs fd tHigmet i s a sectional view of Figure 19; Figure

21 is a plan view of a pigjife phasEs of gg;é@mlhqﬁ;eficgprpi E%\Slf% se;:ti (r)]nal
view of Figure 21; 20 . Fi gure is a plan view 0] e first phase
of the process of packadifs ilquthng% Riap b‘é]ge"‘f’i&%rﬁ?‘?\gf%rb“tll‘%d SeRSnd
enbodi ment; Figure 24 iBigureedté drsala Weaw iafndll grireew 23 FH@ures1d; and 2

depi ct three superinpo eet 2.: .3 terial .in sheet form
the third sheet of whi ?ﬁ%‘%sea_plp—,rs;&cslea I%/férl\%r{r%\e/\f’érggh t ﬁguf:ﬂ:?’stpaa\ﬁ& Oﬁ?e
first sheetO1, amsiegends smhadidesnt of othe thethatll fof mahedlcitghti ncharikr |

in this exanpl @a2xR3d fOr WapkRPi Ntha 41 ayigd, £sREERKLY fodr ignk, d
preferably 30 %g Si ??élggf nulti-Ilayer, pl agti Cc sheet {gl ke those coon

convent i onal | y ST®EGFER iy & SOPIRTdRd ssheTirsaan o Teyeken bf
these multi-layer sheetFigure U8 fier med it idddernanw PJRfifasror1pf the sane

plastic, allow ng themﬂf%d%%rf§yféeg'pELnC%%%%ebgrgigagiEQﬁtphase of

15 this method;

Figure 20 is a sectional view of Figure 19;

Figure 21 is a plan view of a later phasé of
this method;

Figure 22 is a sectional view of Figure 21;

20 Figure 23 is a plan view of the first phase of
the process of packaging liquid in the bag according to
the second embodiment;

Figure 24 is a sectional view of Figure 23.
Figures 1 and 2 depict three superimposed

25 sheets 1, 2, 3 of material in sheet form, the third
sheet of which is appreciably narrower than the first
two. The first sheet 1, which is intended to form the
wall of a leaktight chamber, in this example a bag for
packaging a 1liquid, especially a drink, preferably

30 consists of a multi-layer plastic sheet like those
conventionally used for packaging food products. The
various layers of these multi-layer sheets may be
formed of different plastics or of the same plastic,
allowing them to be recycled. Of course, the bag that

35 is the subject of the present invention is not
restricted to the packaging of drinks, but can also be
used for any kind of liquid.

The second sheet 2 is a film of extruded

plastic, especially polyethylene, as is the third sheet



35 is the subjeét of the present invention is not restricted to the
packagi ng of drinks, but can also be used for any kind of liquid. The
sécond sheet 2 is a filmof extruded plastiqc,. especially polyethyl ene, as
is the third sheet -7- 3. It should, noreover, be enphasized here
that even though. t e s:hemsdz m@teavl@eave m@e@n@apisatzedi aserdi tthald yebehng

t t co | so star as_a comon sheet, fol ded

aﬂgufegﬁrgx?ssuﬁgéﬁg% on;? @ i naf t8" % an%IS Fet IFRSEFp $orm
in order then tmibxarllhebtamgshe‘e% @M@ othedefber erttewi dbhd ddepl sved
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froma tubular film wth _ a sl |g % rai sed ressure 1nsi
superi nposed | ayerkonei hgdopehi hedt ?tpP§g¢é§§|@@@Ftﬂkﬂtﬁﬁﬁkﬂyﬁ¢ﬁmiub@ and

gradual l'y fol didwder pglﬁ]&hOBOOffotr?h' &glteub@ﬂ%oagéé@gil zlahhmhemw délff@rémt:ﬁ ]
way, four superi a are qbtai ne ich are narrower tha
thg ot her two, #&Eﬁ ?%yﬁ%g%e+%ggﬁ$?r?%l%eﬂx$ gether as illustrated by

Figure 8, but without neediamgptheibe altcdedtiioget hehe Thasetkhr ge hﬁder? 1|,I
2, 3 of differ ) east, as on hem. ar first of a
eé'grrj\g?( ?ﬂEI : ln % t 3.1 gzgaffifm, ‘glg;l ta Tlg%tefl. ra JT%%

allgned so as to Pef & han €S €0l nc
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cutting a tab 4o§ r%éé&ééi\%l)ﬁheﬁatltéﬁr%'d%éo B they Wa&facﬂi

bag. This tab 4 ins attached to the sheet 1 _by gne end. The cuttin
tools are synbd %§§$%w a{ ReTE&CRal s 55 25uBRd 16004 tEddned 1y, 4&W§¥@Fth|s
sane step, the Zhegiis wap, bEOQresapdrnmpbbedﬁudgbesohrbt%bMdﬂdéd()Eﬁ6n1a

hole 7 for the SSRYE of__a drlnkln straw. The tools for ng this hole
7 are syrrbolizecgf’j1 ﬁgc%oﬁ%ﬁﬂn%ﬁﬁ%ﬁ &hala e @ggﬁrﬁ Yl §h THE Y55 i n
whi ch thisl30 Welied’ 4kl nadéngd itwgethant,. éandIMmsrmbed|hyomu@undtsng

this hole 7, bigud fSHEICHAGLAY (5%d 14dldla 2 aglilled'si NG the punch 8 in
t he housi ng forned
These three layers 1, 2, 3 of different widths,
at least as regards one of them, are first of all
aligned so as to make their left-hand edges coincide.

20 The first manufacturing step of the method
consists, in this example, in cutting a tab 4 from the
first sheet 1 intended to form the wall of the bag.
This tab 4 remains attached to the sheet 1 by one end.
The cutting tools are symbolized by the rectangles 5

25 and 6 in Figure 2. During this same step, the sheet 3
can be pierced in the middle of its width to form a
hole 7 for the passage of a drinking straw. The tools
for making this hole 7 are symbolized by a conical
punch 8 and a die 9 in Figure 2. The way in which this

30 hole 7 is made is important. This does not involve
cutting this hole 7, but in stretching out the film at
a point using the punch 8 in the housing formed in the
die 9 until the film 3 bursts. Thus the material of the
film surrounding the opening 7 is deformed by flowing,

35 forming a sort of small conical tube 7a (Fig. 15) at
the bottom of which there is the hole 7. Thus when the
drinking straw 21 (Fig. 15) is inserted into the hole 7
from the same side of the film 3 as the punch 8 pierced

this hole 7, this hole being sized to have a diameter



die 9 until® the film3 bursts. Thus the material of the film surrounding
the opening 7 is deformed by flowing, 35 forming a sort of small conical
tube 7a (Fig. 15) at the bottom of which-tlgere is the hole 7. Thus when the
drinking straw 21 (Fig. 15) is inserted into the hole 7 fromthe sane side
of the film3 aethespigbhly mrerlded thhan hthet7,0f hilse hdlrénfkdingg stzad to

have a di aneter =185 i y a f inkin
straw 21, the t2u ful%krge t‘éﬁ&%ﬁkp@%%tcg l%k’la{ﬁgtetghgu%?g%c%r?ge 3%%%%%0(?% 7
grips the drinkilHg shepa 21 andpporthe adséakingotarant . 26 and formsAsaan
alternative, idegfamnmurevisaged for a roundel of the sanme plastic as this
film3 to be welded to the film3 at the place where the hole 7 is to be

pi er ced, go as to B5ePRf Fderratiegrer  dbulA? PRariREiFIIRMILRE tde

hole 7. 10 roundeIThef nelxé opesapiestici hbushiat €din B FgWesve Rdand 4,

consists in weldi he.thr heets 1,..2, 3 together in.the part where the
tab 4 has been tggu?ehérhgl\}\gl ggel%t ogbgi ﬁ&cﬁ’d@ov"g}%g? hgﬁ niortE fta7abl§f, YutPs t
| eaves an unwelrdedrqesdyi onst0a sapertioposed nfiddte hetheee ewdulsr 4gpaftt he

tab 4. Thanks tQdidhdsld ik Hdimj! be possible to tear the three sheets
of film1,_ 2, 3 using the tab 4 as will be explained later. Fromthe

manuf act urtfg net hod stBRIpSEHE, PREEaLkPH, 10-419rafad | éol aFignresess.

Wat it actual lancR04, degmdistdhaini twaldiows the tdnee sbrekssofi fibm 13 2,
ere capn be no nore rel ative

?YDE/gﬁgﬁt bgg?ﬁgé__tﬁ)%%ﬁ%%eg I\?lcf\’rilv éﬁ%hpgrgﬁﬁﬁtﬁr}%a\:ﬁl@plt&?ﬁi sPag ePPRRLIGH 0 heep
when tension haslged! extmrdistedncovens Fhesensheet sahbl ];go bﬂﬂ:ﬁtgﬂ?‘g%
Temperature,  andaaried Pebdbh® s BuplshBSlLl IS £8RE A  vhen
wor ki ng, ak®i s 4heofasbendiab i t Fhanka ekdalthiis steld £6r mithi whlimybehave
a length of aspPEiA® QY &ldlr U edr @t SRSt L NEBE£ 3 Yarbat izong i nfan
eventually r%%lél ttab |4n as Sm;i nlI fblecaer;;[plained later.
From the manufacturing method standpoint, this
weld 10 is of particular interest. What it actually
20 does is that it allows the three sheets of film 1, 2, 3
to be bonded together in such a way that there can be
no more relative movement between them. Now, it 1is
known that plastics are liable to creep when tension
has been exerted on them. These sheets also experience
25 significant dimensional variations as a result of
variations in temperature, and as a result of
variations in moisture content. When working, as is the
case here, with a material in strip form which may have
a length of as much as several hundred metres, these
30 variations can eventually result in significant
offsets. By bonding the films together at the beginning
of the manufacturing method, it can be guaranteed that
the operations carried out subsequently on the various
sheets will be carried out in relative positions which
35 will no longer be able to vary in inconvenient
proportions.
The next step, illustrated in Figures 5 and 6,
consists in folding the sheets 2 and 3 over onto

themselves in the direction of the width of the strips



of fsets. By bonding the filns together at the beginning of the _

manuf acturing nethod, it can be guaranteed that the operations carried out
subsequently on the various sheets will begcarried out in relative _
positions which 35 will no longer be able to vary in inconvenient
proportions. Thbaext tereplonphiostiaadéd eiax\eﬁ qff e<od dimgy 6tocOfusr13t Stwdn

folding the sheels i andediQeers ont 35 NEHE LR Ly | ffe L SHIAL i3 2" form.

wi dth of the strips two 1"on i nal “axes
two parallel f&inge Xhemgelwssfotle nbonﬁetvedsh@ét sdQGSBOCKntt(bletShBerEé'metm

the | ongi tudinal aﬂ;ige§ Sfe thESgnsheshStReaNd £ 3 - ﬁ%ﬁdalllo&@%u@lna&e AT&% hand
| ongi tudin ed whi ch al so .corresponds to one of 0
sheet 1 for%‘n dg’tll?eh VO SFORIRSRRRAS Bt a0Re Bf EhE Bﬁgfeéré’rfc hei sh@ek h of

the sheets 2 and Fommiigi pther nwallt hege thfeﬁl d%d.oveBecaEBQEt ?_)(:)f:‘ %r%e 3
wil | be supe Qnl iy rt,_of the w dt "?3 se srlps
which is adj acgn?%%%%tq‘ne S%Bel’l rf'li}:}tgjse%%edb%% PSS e?st3h % P1,
for its part, fiogmsepatiese fromlthd-sheet 2shaevsder2fo a3|ovw:alc]ce583éo

the latter. If dthe Staydddg gﬁiﬁr 153 ﬁﬁa@ E'aggl &4 upylar, ; fth f%%mtthesne,ake a

mentioned earlier by way of an alternative, then the next
fold paralt@l G&4iRs a&fi”sdbf ishadiasends Wastéleréémﬁ@émpf@ébl aflged axf

regards this arth@rs@atsmelﬁs)r ”Th@urslh%tthﬁ skgp lildsusidat ed;kn S Ffp%lifaec%d7 and
8, 20 two nons fGenver gi ng_we ines 11 e rrade |n t hat part ot
fol ded- over sh&&P™ |chS]i1§ sd‘d’er ﬁ%(%ed Ri t# e s%"e%?s% Theddenel d

lines 11 form tthétedges of a passage 12, between the two fol ded-over filns

of the sheet 2, which SS 0 mthe val ve 5 2
controlling the di spen;&?ng&g% t%e %&ddlq%g% Ea%d i fhe “h‘l‘gaéfarre
time, thek gfv\o EoAgit LR nﬁllenéégé§dofeawelélol bad-waner ofarars aﬂtelnea$liez@t s of
film2 and 3 atfehi %otk tRERthakRY £ | PRI NAl s¥8Ld gl321A%]1 to the

axis of the tube as has already been explained as
regards this alternative form.
During the step illustrated in Figures 7 and 8,
20 two non-converging weld lines 11 are made in that part
of the folded-over sheet 2 which is not superimposed
with the sheet 3. These weld lines 11 form the edges of
a passage 12, between the two folded-over films of the
sheet 2, which passage is intended to form the valve
25 12a controlling the dispensing of the liguid packaged
in the bag. At the same time, the two longitudinal
edges of the folded-over parts of the sheets of film 2
and 3 are fixed together by a longitudinal weld 13. As
illustrated in Figure 8, a separator 14 is inserted
30 Dbetween the two folded-over parts of the sheet 3 to
keep a longitudinal opening to allow ready access to
the inside of the pocket 15 formed between the two
films of the folded-over sheet 3. The tools used to
weld together the edges 11 .of the passage 12 are
35 symbolized in Figure 8 by two rectangles 16 and 17.
Figures 9 and 10 show the cut-out 18 of the two
superimposed films that come from folding the sheet 2,
which is carried out using two tools symbolized by the
rectangles 19 and 20 in Figure 10. This cut-out has the



illustrated in Figure 8, a separator 14 is inserted 30 between the two

fol ded- over parts of the sheet 3 to keep a |ongitudinal opening to allow
ready access to the inside of the pocket- 1fp fornmed between the two filns of
t he fol ded-over sheet 3. The tools wused to weld together the edges 11
of the passagghape oére 3b thyynbebi pedailieli duags S8obHywhiwohr aateangmesl 16
and 17. Figure !%Tﬁ?é\gf' S t - f th eri.npo il s
t hat cone ?rom%fo di ngﬁt?he@%eegfaﬁg&ﬁ?%% ijigégga?r%i :t %%)t %&E:i r?élrEFV\ggt o% s
synbol i zed by tHeFectANPresend afidthe rPasErger 210difgieate e dite hsld he

- h10 - shape Ofirfi the ]Eél@eét’\DZ Da'g'ﬁié?Eu{iggﬁtoﬁ.lEBV\AiisC{in%][’eﬁld@anatoS%ﬁ[Htlﬁée rérges sage
The transverse leg o is cut-ou is close to the end o
12 adj acent®to Har%'sganﬁ d{EnCPWé‘UEHEEFeZWWI}I‘i Lheautintide gof sthat &3ded ?p}%ff make

the 5 passage Idbrconyminetcaf eodi tthet hea i 4151 sl miagtsh@fgaigaié'heulﬁeﬁﬁtynl@éry f
of the parallel .l.eqs of . thi,s cut-out 18, which ext ne on either side o
that part of tr‘lﬂehlpéahssg}gde:gﬁg that ?Brrﬁslaqkheer VSH?S f%; Fga?ntp do(ﬂ%o rﬁ?ﬁ(e it
work better, impasmgs atd ofhak t horme hbe- yghwet ike 16 dateodedgs oimdke

section of the jpasgage batcbBd,s i%gégg%ﬁéa%?%ﬁe%ﬂgﬁgsthet on-t end, of

manuf acture of the part-finished _ t I's means 1S that up until this
stage in th® mdfF=tnE hdhartedtinnil Uy rtw@IRd Z2an be rewound so
that it 15 can be transpord ed dtagnot heyr redHErREd Ur &fo SO drtat tdigy |1 ik d
can be packaged intfo t.he fut r%hbag)s thai. this magufact rer wll fihish off
by packagi ng t FEAYTRA T %AsOh PSP KT S b edy Pagur dnak hFe1ss mRang y
one possi bilitys otihatchig henkh¥enthion kssagkviiwskhenathaRZ@f s€shrect athe

| ndeed, the pa il By ri t jn_line folLlow.ng on f th
steps in the na‘%acr}%url ng&Frre?%éd o%%ag‘r%%av%g%egﬁ d]é%%?'il%‘gd Ry tf‘lg?g%o.ﬁ:
Fi gures 11landcen dupi eranseorhedr tpomnofthelre miniufidgiguser ago 2thbét ween t he

two fol ded-oven iRRMd Afen 2BeOhaldlafll ShESt tBe %%?JrétﬁgﬁgeéﬁaEh%H£§St

part of the passage 12 Lhrough fhe gpening 7 L?r T ging the liquid,

as will be explained. Of course, this is merely one

possibility to which the invention is obviously not

20 restricted. Indeed, the packaging may be carried out in

line following on from the steps in the manufacturing
method which have been described hitherto.

Figures 11 and 12 depict the insertion of the

drinking straw 21 between the two folded-over portions

25 of film of sheet 3, until it enters the first part of

the passage 12 through the opening 7 formed at the end

of the tubular seal 7a discussed earlier. Note that in

an alternative form, the hole 7 could be made using the

drinking straw 21 itself or using a separate tool, just

30 before the drinking straw 21 is inserted rather than

during the manufacture of the part-finished bag as was

described earlier. In this alternative form, the hole 7

could also be started off during the manufacture of the

part-finished bag, to make piercing with the drinking

35 straw 21 easier. As illustrated in these figures, the

end of the straw 21 has an annular bulge 2la the

purpose of which is to offer resistance when the straw

21 is withdrawn from the passage 12 and when this bulge

reaches the opening 7. As illustrated in Figures 11 and



of the tubdlar $eal 7a discussed earlier. Note that in an alternative form
the hole 7 coul d be nade usi ng the drinking straw 21 itself or using a
separate tool, just 30 before the drinkingstraw 21 is inserted rather than
during the manufacture of the part-finished bag as was described earlier.
In this alterndid,vegfipperd h22 hatrafgedubd alishebesstier ed tdnfe;] cti(tjﬁrr_l]nig_:g hes5
manuf act ure of sttl]% -fipi 1 10 Lercikng. w e dri.nking
straw 21 easi er. m%% ué%?atﬁgggi lr%%tg'.;’ﬁlec}sled %ﬁrgéﬂt%ggé%ggo agtshewm?(e? aw
21 ‘has an arfhf grigguing stxay 2hd pligpose isewtieh. is to offer

i wh th t i 1 S 1 n this
resistance when the straw gl 4 st A AN £10MLRG1 RR B%%ngglé %{f‘é"‘ﬁ{k

bul ge reaches the qQpening 7. As_illustrated 1n Figures ,
gri gper s 22§ar Cigdd "h SFFREr 2dj dYf 2 KRN BRIARVAYY stcawerlaged ub¥d & o

hol d t he part - fdeficedert fkagsodhiche tdirl dsf n]!sheﬂ c&{ifrgd&_n%&_éﬁr@fi Qﬁiigﬁlisefé ed.
As an alternati the apnul ar bul ge 21a of the 5 _drinking.stra y
advant ageousl| yt\ggnreé{)l accgod'yrby ao%%‘?% %r%ti oRVoF thd en&e&t%tlﬁle d Wtﬁg
straw whi ch i s advenddgectsdy a ofewamus asowere dees withaansockendttis
advant ageousl| y +& A8WTPoS ORF @9@%1‘9" tk%]aaéﬂfgv%a_h'i% L Hgtd%%tcea.”
easily be achieved in the hot state. 10 The turned-down part Torms an
annul ar spte TRewhFeReRedPubuPArtsehPIma @in apgaber ws®acen ant evptchat

Wi t hdr awi nght hfthféri Blﬁbﬁ@g&}'g rgé\étzl *fgl praa_tngi engadk iﬁhgﬁggaggnmﬁ%@éﬁn% an

end stop. The |la te e e e liquid is package 1S _

connect!ong thaf’”%?%dsr 1% gé&ég‘e“i@_ i-_él’?riag’ ajéfac,féﬂ“_‘tBhﬁﬁe $tH 3 of

the third sheetnagte,f ithmus3 ficarntigy laongirididivead. edge where al 11 Lhet

| ongi t udi nal edges of s S ar uper i se,

par gl lel welds 24, 25. _%e hs‘]gggnd#%égi%t%%&?rﬁal %Ie%geflo Hgg t'He %/)la}‘:ﬁ%‘_;fﬁjeet 1

i nt ended t¥° f oERPNEAE tRalin sfonnectyay 3that |¢ndled beef pasdagkodg thiish

| ongi tudi nal edgeggyheRrnithed i1dd kdiy p?ikc?ﬁegh? asp 4! sﬂgeﬁeg? Rghgw.3
ocket 15 hé {wo

These two wel ds 24 and 25 divide the p or med between

adj acent filnst8f the fAnEdwdigaknhedoerswBerat @thr ddecodpagirmdiaadl,
32, 33, the | agtged3ofofthe sheets 1, 2 and 3 are superimposed by two

parallel welds 24, 25. The second longitudinal edge of

20 the first sheet 1 intended to form the wall of the bag

30 will also be fixed along this longitudinal edge,

when the liquid is packaged, as will be seen below.

These two welds 24 and 25 divide the pocket 15 formed

between the two adjacent films of the folded-over sheet

25 3 into three compartments 31, 32, 33, the Iast, 33, of

which contains the bent-over part of the drinking straw

21. These welds 24 and 25 join together the two folded-

over sheets 2 and 3 with the sheet 1 not yet folded

over, that is to say that once the bag 30 is finished,

30 the two folded-over sheets 2, 3 will be bonded to one
and the same internal face of this bag 30.

Figures 15 and 16 depict the finished bag 30.

This bag is finished off during the packaging of the

liquid, and the finishing opérations consist in folding

35 the sheet 1 longitudinally around the other two sheets

| 2 and 3 already folded. Next, the sheets 1, 2 and 3 are

welded together longitudinally by a weld 26 that joins

together the longitudinal edges of " the six layers of

the three folded—over.sheets l, 2 and 3 and by another



‘whi ch contdi ns the bent-over part of the drinking straw 21. These wel ds 24

and 25 join to
not yet fol ded

the two fol ded-

gether the two fol ded- over sheets 2 and 3 with the sheet

over, that is to say that_ opige. the bag 30 is finished, 30
over sheets 2, 3 will be bonded to one and the sanme internal
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is finished of
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filled via the Theurkdyg sBde tivoisc lohits ilnefd xxxmbﬁamhé@iSrpmrmh&emaﬁéﬁﬂaymiCh
35 BErapoorond [IRTRKELAS HE b aThEcRES WitPUR NNy ned

omt terral in s f or m mh ch
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As can be seen

2d he bag 30 has two sealing barriers. One consists of the

val ve 12a formed by thpﬁgart of the passage 12 situated between that end of

15 this passage 12 adj 1
restrictions | mdirngaxtsz aone depadisest iam métvaﬂvéhu&aoaﬁéﬁﬂ@d Aot

f or med bet ween
the contents o

is for thelend t@asofpatsrsaqablzl ady &rsergtr i m)edhandupubhedlsowaddshtehemm d
gl U e AHASRARC 1ALy Wilsth a1 G strbded JRqstder

26, thus teari
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is

21 h | | T
Pt Bhq Wb BRERSE T e rleks Mo SR FRac | e dodth e

the weld 10, at "the

20

25

30

35

part of thlS passage. Another is formed between the
drinking straw 21 and the tubular seal 7a.

To consume the contents of the bag 30, when
this is a drink, all that is required is for the end 4a
of the tab 4 to be gripped and pulled towards the weld
26, thus tearing the three superimposed layers which
are welded together by the weld 10, at the welds 24 and
25, thus giving access to the inside of the compartment
33 containing the bent-over part of the drinking straw
21. The end of this bent-over part is gripped and is
moved towards the outside of the compartment 33, the
drinking straw 21 1is then pushed further into the
passage 12 in order to part the part of the adjacent
films of the sheet 2 forming the valve 12a, and the
liquid is sucked up through the drinking straw 21. If
one does not wish to consume the entire contents of the
bag 30, all that is required is for the drinking straw
to be withdrawn to the position illustrated in Figure
15 so that the valve 12a formed in the passage 12
closes back up. As to the liquid in the rest of the
passage 12, it is prevented from coming out thanks to

the seal 7a which grips the drinking straw 21 around

the opening 7 formed through the sheet 3. As a result

by



25, thus gi‘ving“access to the inside of the conpartment 25 33 containing
the bent-over part of the drinking straw 21. The end of this bent-over part
is-gripped and is nmoved towards the outside of the conpartnent 33, the
drinking straw 21 is then pushed further into the passage 12 in order to
part the part off t heiadj ddentoB0sidéi lofs tifet bagshaﬁle,taﬂsf@emmgst hel &vah ve
12a, and the | i S Kk ro i.nkin a

does not w sh ta{orfaéoﬁgﬁne%?{%e%egn HZQcoggenC{ é'tth'mrbag é% \Q’h|e| ﬁrﬁ}ﬁf
required is foreulee deilaki by stheawdrdnkd ngi tﬁuravm 2lo tlaéSpossemes to

illTustrated inRQy eaééldéﬁtaio v&f‘@ﬁdrém v V@he 121 Q) stkQy D€

passage 12 _closes back . As to the liquidin the rest o he passage 12,
it is prevent e(f-q‘?“brﬁ}(’:%nioﬁﬁséﬂte t]Jr?ankr%th% %ﬁewé’é’allWaIT‘Wl bR dransfidieal

dri nki ng st rawﬂ:]r arieingdokBeonperd nthe! formed tdyrauely tdei sheeh137As&
result quoctatl the ut5| e of the ba alvva s remai ns cl ean and

dry. The seal 'Pa 195 & Goh nr?/ﬁ h Fh&'ehtf $h: the drinking
straw 21, al so serves t’IBIGaVGIlOS&dU dempattmenbslraima,l (3[2 t hgidyi nkhag @i raw
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of thef|Im3formngth|s seal 7ato be reln orce
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of the conpart neet n?éircoeﬁ@mméflgotheheemiag Kb overe@ed 06 thetdniy nkﬂrﬂcﬂ
straw 21 are i sol at.e ermt |n cha ag 30 intended t

er of the
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kinds of artickesy obbeclseolmdleat s 0 fera, daes, O, parLs oL games,

etc., which can be inserte t hé "operati on of pac t
the main chanbérest st heobgrso. GIanle:§ | ast palrter naf i wemesr, m efct hi siifiiatst

enbodi ment, it chs Wi sageabka Tdﬁﬁtr@'tt}?éfo)ﬁbﬁ:?t%oﬁoccﬁfazg$8k§ﬁgﬁgf ”' P

ongi tudi,nally to produce the "assenbl
Lg:sgdtLatgmerglquldyln t%e main chamber of the bag

In a 1last alternative form of this first

embodiment, it is envisageable to start off with a

20 single sheet or strip folded longitudinally to produce

the assembly of the chamber and of the valve that were

described earlier, an approach which is not in any way

impossible as far as the method according to the

present invention is concerned. It should nonetheless

25 be pointed out that to the best of our knowledge at the

present time of plastics available on the market, it is

preferable for the wall 1 of the bag to be formed from

a PE/PET laminate. Now, PET will not weld to itself,

which means that it cannot be used for the layers 2 and

30 3. Furthermore, sheets formed of just PE to form the

walls of the bag do not give very good results as

regards the tearing of the tab 4 to open the bag. In

the tests carried out, we obtained excellent results as

far as forming.the wall of the bag was concerned, with

35 PE/PET sheets in which the respective thicknesses were

100 and 12 pm, the thin layer-of PET making it possible

to obtain a clean cut by the tab 4 at the time of
opening.



descri bed earli‘er, an approach which is not in any way inpossible as far as
t he net hod according to the present invention is concerned. It should
nanet hel ess 25 be pointed out that to thejpest of our know edge at the
present tinme of plastics available on the market, it is preferable for the
wal |l 1 of the bag to bené&or ﬂ‘EdlBﬁém 3tRpsPEDH ardheat enetNovd P swakibedot

'vveldtoitself lchrre sth annot used elay 2 d30
3. Furtherm)re Je%fswfl C% 1]—'%s otc%%eordrsn hie%v%%l t St tﬁg
not give very rg@bhlodesmft smasufegaude tald@ptt@airrl Ny @ﬂiepl'r@mezp tmeebeﬁ the

bag. In the te (ﬁfsmgﬁﬁﬁae@u%t o™ AL A AEdo fxﬁshh?abth%m it RS ERT A8

formng the wa bag was concerned, with E/ PET sheets .in which
the respec®i ves Ehi Bk R&s sHF 1R e24VBNERd Cfﬂtﬁrr’ﬁuot‘-‘ﬁel% MR | é?erWIHkaPE?hﬁakl ng

it possible too9btating Qﬁé?ﬁféﬁ#t ohy the tpa:lbd‘hc&tldrhelﬁ.hé'e Hfe OpENI ﬂge -
14 - The various steps of the cS%Egzles ri Sﬁrller wi || eeé]lto

nodi fied a Iit¥PE3TH §¥Pte fr}?é/ % ha uf“ﬁ Gfe Sdudpiny-agture ©

st ep- by- st ep nehhed kdfhdracah aaichrie ver Ialgmeho@rm‘dummcrmtem ranghi £h t he

5 strip or strips. gggggcepggg%ﬁgfﬁt ér}oq_x%i i3 2o tlvtehe QRer Qt'E‘QbHEngrS

on the productlon I ne are O ype nmay e adopt ed
manuf act ul® of fiHpsiRi b idwh uRdd eve nrgﬁeeeptbeucftql@}emvesr atheeks 2

therefore potepiyakly JDrReRti6RE4! ¥ar1kikra B Ar o0 ad i At ésnheive, used
to produce the foI ded-over sheets 2 and 3, .as nent| oned ear ier bg}ﬁb{}g
ng
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operations, to provide QI Hectul |n HB I'M~Z1g zags over

rollers sa§pensieelneraes; caltl ynagn tee tlmeq:essdleyof esnecsaﬂﬂw fs;of t$eme i efcan
even itself Ouﬁﬁé’ro%‘iﬁih\ﬁe' ge’]:taQ:l%rH ne shoubdothgee 20 A& i tepgerary

st oppage of strip tream
accumulating strlp in zig zags over rollers suspended

elastically on either side of the strip, so that it can
even itself out progressively into a line should there

20 be a temporary stoppage of this strip upstream. A
device of this kind 1is not needed if the welding
stations are of the “accompanying” type.

To allow some of the superimposed sheets and
not others to be welded together selectively,

25 separators are inserted into the corresponding parts of
the path of the strip or strips of films. In the case
of “accompanying” welds, the separators will be moved
back and forth in the direction of travel of these
strips to allow them to follow the movement of the

30 welding electrodes or of the cutting punches.

Given that the bags fitted with valves
according to the invention can be produced from one,
two or three sheets, one of which may be tubular, it
may be preferéble to begin the method by folding the

35 sheets so as to bring them, before welding or cutting,
into the position illustrated in Figure 6, after which
the cutting and welding operations are begun in the
order described earlier. It can, however, be mentioned
that the weld 10 superimposed with the tab 4 and around



device of this kind is not needed if the welding stations are of the

" accofrpanyi ng" type. To allow sone of the superinposed sheets and not

ot hers to be welded t oget her selepdively, 25 separators are
inserted into the corresponding parts of the path of the strip or strips of
films. In the ddse efid" dscofpamiisng’abnel dsayt peesepabayobs Wrddduedmyved

back and forth 4yt i i r t strips.to |l ow themto
foll ow t he noveﬂn%ntQ%Tgt {ﬁg&goggm&fhd% n‘ggg%legﬁrgggi&oer ?g??l%ecﬁ%t iO#g trhe
punches. G ven valig ikkhestialpd inifieerewith val ves according to the

i nvention can be produced f1@BLARE MO SHed héS?lggg?L?k}égrgiefccgﬂgCg%fmy

be tubul ar, _it be preferable to begin the net I ng

sheets so a3 td& iﬂ@egﬁﬁﬂ] et 3t LoWelten A BN EIRT | AFFaFNtDL t he poxtasdn
illustrated intdhegupesbagaftiEr whi cthd headwiet | g andlg\@iégiggt?ggﬁgiﬁ’st are
begun in the or escr be riier.. It ca owever menti qne a

: thg wel d 10 suf)n%ﬁerrglonse{ Wi ?ﬁ?‘shéat 85 £ fr}heregij\r,]\%’ may %g cargd eghPUa of

this tab 4 may dwmdingr abhy bepgradicrd cft pheksgiegt itte adigheanweid Ithef

t he passage 12 f;the valve illustrated in Figure 7. As already nentioned

earlier, the piercing of 5 the opening to allow the drinking straw 21 to
access thelPassage 12 dha RAYGAGCTHRI | bakthghserasHi embodddenitn tttee f ol d

3a of the sheetekhothy d¥ GrdrEs-©OEe dUsE NgyhhenopeLat iiQ'iu%ttrQac%lréﬁgi the
liquid in the eba%accordlng]tothe second enbodinent,

10 Th .
the method of %ﬁ?ﬂh’f"a‘?& urd oftwhiddn | SLEEEFSt r 4E8F byl gones frscyibed
differs fromtkerdieresssemethkhy | iar tégsefddwl thatn thike gacket hat tihe

Carler. bur bofveen e’ nedpiad "ThaPuR e A o SR o nd pbdnge
12 of the Yal veardieirs fartndetinearhe tsieeton3Zoaner gi ajerel 8§, 1betirldrke in
the previous ewhedhmiMe gdUsad@spadsri2nks vRNGke 3 Vi 0k ERLERH Of ne
two non-converging welds 11. Unlike in the previous
embodiment, this passage 12 is preferably not formed of
a sheet folded 3 about a longitudinal axis of the strip
20 film, but between two sheets 36, 37. The internal
longitudinal edge of the sheet 35 is welded along the
line 38 to the sheet 36 forming one of the walls of the
passage 12 (Figures 17 and 18).
In this second embodiment, most of the steps of
25 the method are similar to those of the first
embodiment, and so to avoid needless repetition, these
steps have been neither depicted nor described.
Like in the first embodiment, the wall of the
bag is preferably formed of a single sheet 1 intended
30 to be folded longitudinally at a later stage. A tab 4
is cut in this sheet 1 (Figures 17, 18) by cutting
tools 39, 40, and this tab 4 is welded to the sheet 35
by a weld 10, with the exception of its end 4a which is
in the unwelded region 10a (Figure 19, 20), by welding
35 tools 41, 42. As before, this weld 10 extends right
around the tab 4 to isolate it from the liquid inside
the bag.
Next, the sheet 1 forming the wall of the bag
is folded longitudinally in two to make its two edges



a sheet fol'ded 3 about a longitudinal axis of the strip 20 film but
between two sheets 36, 37. The internal |ongitudinal edge of the
sheet 35 is wel ded along the line 38 to thgssheet 36 forning one of the
wal | s of the passage 12 (Figures 17 and 18). In this second enbodi nent,
nmost of the st epsetof EBesethﬁgeﬁﬂﬁ&ihgaEEigﬁbm|WﬂthtdhetbﬁSQhe(E?Fé§e
first enbodi nme d.ne e repetiti se steps ve
been neit her dgépl c %‘ﬁ%’rlﬁ(ges}é tl)er(t:} gs k§%| é 'S thee
of the bag is pradter sliflep fenrre’dhef ree teh oy | @J%haenufar:mmmdgd 8Be tp)abe-

fol ded | ongi tucﬁlrl?isl,l'i/e@tb ! @E%Brﬁﬁﬂ%e e Eﬁ@ LSefitt jid I?;J.%n d
BEERAL dod 5%

(Figures 17, 18) cutting tools i's wel
the sheet 38 byPZf vvetil't?rio TWR WQQ@Wl d?Pi‘b‘?lk?Jt]sl@rﬁlS 4a ehikeri sthe the

unwel ded reglomﬂﬁ}p(EngﬂgethcﬁOE ﬂﬁmﬂgﬂdbﬂgdﬁifoﬁﬁ%ﬁsspééed‘%érfs

bef ore, thls %‘bch ends g around the tab 4 t0|sol%te|t rom
the liquid insi dlé'”t % IRt lt e ThedFO O35y MPHRRT wEPPtIRUSTe By i s
fol ded | ongi t udiaral 4y anlumldepaalkag:clhg tuﬁnbtedgmsft?lslaeegglpggﬁe %chgts-s
being aligned wit beed e nd-o m n

Thi sgstepgmar k\gt e st sgﬁgepl:sag‘g n8 ﬁ%d o] erg}zallnuf)alck:)teurtir nstﬁwoer

fini shed bdY accERIF D H%@%ﬁmmnim-\/entl on. There 5 are then tvvo

concei vabl e possibilitigsgueid hes bthe %Wlﬂléll%ﬁ@'@}heafwg‘ee QY
uniformy spac&ﬂ_1 art- finished bags follow on fromone another co t| Tues

as far as a li - B3EkAGrRG URFPC BF'th’fl%estortih&%f SE&PS- YihlshRBAThRS is
wound onto a reidsdm]dmi tasinspdetredcéont@d eI A :E@@ésagbag Y ttheth

Fi gures 23 and str irst step.ipt pac process, e
ot her steps wil J‘téulloé deqﬁ]%?ﬁs%gcf{ as Tefef ergﬁgg ngga lugﬂ% EMRdS HRR% t o
the previ o3 em@d@trm to whechpadkasings goueres st eps  he rsaehmel ag tfod he

packagi ng process Al SR ESadfr. this second enbodi ment. Wiereas in
the first enbodi ment, the tubular _
Whereas in the first embodiment, the tubular

wal |

seal 7a was formed in the folded-over sheet 3, at the
site of its longitudinal fold, in this embodiment, the
20 tubular seal 7a is formed by piercing the film 36
forming a wall of the passage 12 and of the pocket 15,
adjacent to the film 35 forming the other wall of this
pocket 15, using a tool 42.
As far as the rest of the operations relating
25 to the insertion of the drinking straw 21, to the
filling with liquid and to the closing of the bag are
concerned, as these are similar to those described in
relation to the previous embodiment, reference need
merely be made back to that part of the description
30 that deals with the packaging of the 1liquid in this
first embodiment.

One of the advantages of the manufacturing
method of this second embodiment of bag arises out of
the fact that the film 1 intended to form the wall of

35 the bag stays flat and does not need to be pulled
downwards as it did in the first embodiment, and this
allows the material in strip form to be pulled under

better conditions.



seal 7a was formed in the fol ded-over sheet 3, at the site of its
longitudinal fold, in this enbodinent, the 20 tubular seal 7a is

formed by piercing the film 36 formang=a wall of the passage 12 and of
the pocket 15, adjacent to the film35 formng the other wall of this
pocket 15, usi ng a toolThk. bAg fegruigpeachewitlst aofvalme op2ratdanrstiwltads ng
25 to the rtﬁ'?é' F‘l%fe@creot h%mbg'a %h%g oFt eyt Z.L]nveﬁtﬁl I]ihe I-MVHVL Wi th
liquid and to t osing o bag are concer ned ese are siml’ar to
t hose descri be@i%en efhei cﬁfﬁ@'&ﬂi@e%ﬁ%ﬁn ofis titbotihBhar ey efde riduis

nerely be made WGk t gotihat H@ralgﬁehgedd%&rﬂ Pbt80id8a tthait dggl umiih the
packagi ng o% tﬁtfl :Tgul din this, first enbodi nen One of the advantages of
uri

t he manuf ac 1hel &fmMeni %t sééoﬁ’(feéjrrboﬁli‘?reﬁ’tlsé’tenﬁér&garﬁ”s%% 6ot Df the
fact that the fiHem baignt esdegl tggédr by hes wakhodtbld®e tbelbagucktays 41 at
and does not o] ul | ownwa s it did jn.the first

enbodi nment é%tqﬁ)%ertdl I Q%eplt h%gﬁ% e\erncaI [" a]?(f’?p 615 tSOEe H&?I efdlﬁﬁttder
better condi t| drigne, the lyag r&eebalgeeqneppeplpwed arvaﬂwey$2a1ed@nstn taut es
the preferred enadiigt; of whDeni 'El’l%mdLﬁﬂb ﬂ*ocyt@é/ﬂn %fetﬁteh%tféﬂ ness

of the tubul ar "seal 7a, this valve coul |spensed W th provi t t up
until 5 theOf| PP %k il iROtisBELOMhRE speRSingP i Ebezﬂlcﬁu%chelbaglh%

pl ugged by a repvabl e seal such as a stopper, then after it has been used
for the first time, the bag is either restoppered or always held in a
position in which the outlet opening of the dispensing 10 pipe 21 is not
below the |l evel of the liquid in the bag. - 18 - 1. Bag for
packaging liquid fornmed using plastic '



“in filmform conprising a | eaktight chamber (30) for 5 the liquid and a
pocket (15, 33), adjacent to this chanmber (30), in which a pipe (21)
for w thdraw ngot be/bisqeied is housed, -neans (4) bei npcpyoBPUEIL58a Qi ve
access to the inside of the said pocket (15, 33), .an opening (7) being

to the sai cl INEWRAIYRRIIL o) ow '« n6283M5" o ai ni pipe (20) to

enter the sai*d ¢chanbtr 5 (*30) in a |eaktight fashi on, characterized

in that the sayd openi pg (7ﬁofsp§bkaa&ﬁg altlc}dhed e@graieda Jéﬁ% ap1gkerent
(7a) of decreasing 15 sectlon at | ace sectlon IS

the snallest, &Re %ﬂnﬁ@r%elﬁ@mpéﬁﬁéﬁghﬁnﬁ%?kF+ﬂ?F3Ch@@P%ﬁ b &kt fer
form ng one vval:heofli@@l@aladmpoakepoéﬂé%t 33)5,adpagentadadder saicl ehagber

30), thi tub I t 7. ' t th
M T o L A e
which is at | edsguedualst dhaumd,of melamssai(d) opeaimg Hrovidexd tHvat gitviee
sai d tubul ar glzggggt 47@1)1ef (1 R sggl Eo%r?ﬂcf hgoégég vy|1t5hdr :\M ngapll pe

(21). 2. accor di ng aim 1, aracterl in that 2 sai d
means (4) forogﬁvﬂﬁg aGUes?e#GGtﬁ@ﬂmﬁﬁcﬁﬁé@ughepﬂfQi?@cﬁ@?(WiilSQﬁ

conprise adabghiy g%gcié@m ore, ofsshhe Laygeenef £l MHd) dantendadmbef orm
t he sai d chanber in that th said tab %4 .. th t he exce%tlon of

its free end (439)'|§%ﬂq dtB% Bﬁé o iifdrapdn a§@ﬁ$(ﬁ i1 R (8nts
form ng the satHepocdeid (12hatBer th(EOﬁttaﬁhnemt meﬁkﬁmgmmdlﬁgshughL
around the periphery, of .thi,s.ta 4 cCco eit
of the precegﬁn aXFSFﬁEedcﬁé?gjféglgiﬁ Fﬁlgha nﬁ é%ngﬂlseg SlFﬁﬁgF
| ayer of filmét) floz memyl oné o tthbudald sedbfmeht séﬁd)chdhbdectéaﬁlagd a
second | ane ObekbhBh( SOk W 2dspa0f tlRSEST| ble a@éé& d javerse(L,

35) being adjacent to one anotnher e opposite ed e second

layer (35) is SMRLAREE,akhepplament oaheg t 6PrEedt AAOB 'y f1191n19(3 35)
of plastic forming one wall of the said pocket (15, 33)

adjacent to the said chamber (30), this tubular element
(7a) being intended to accommodate the said pipe (21)
20 for withdrawing the liquid from the chamber (30), the
section of which is at least equal to that of the said
opening (7), so that the said tubular element (7a)
forms a seal around the said withdrawing pipe (21).
2. Bag according to Claim 1, characterized in that
25 the said means (4) for giving access to the inside of
the said pocket (15, 33) comprise a tab (4) cut from
one of the layers of film (1) intended to form the said
chamber (30) and in that the said tab (4), with the
exception of its free end (4a), is attached to one of
30 the layers of film (3, 35) forming the said pocket (15,
33), this attachment also extending right around the
periphery of this tab (4).
3. Bag according to either of the preceding
claims, characterized in that it comprises a first
35 layer of film (1) forming one of the walls of the said
chamber (30) and a second layer of film (35), two edges
of these first and second layers (1, 35) being adjacent
to one another, while the opposite edge of the second
layer (35) is situated an appreciably shorter distance .



away from these adj acent edges than the opposite edge of [
(1), a third layer of film (36) covers the second !ayeH Hil " Ils
edges being aligned with the adjacent edges of the first an .

| ayers (1, 35), these second and third layers (35, 36) being attached al ong

the free edge aiwayhefsemondtelsayerdjabgntt oefigem Sch%nb%ﬁ@%bﬁ?kiefﬁ té'ui;%ai d
ocket (15, 33 t opposite 0 his thirt yer to.fhe

gdj acen'g edges)cefxt gﬁgi nfg)l%éeéo%ggﬁghe E)%itor‘ﬁ (gh}rgf a]f’by%%eo?al glif_ﬂck_éfé)( 15,
33), a fourth |c@p&arsofthel MmN taweopddsite wugesfofitshi eligesi tadidey wi th
those of the Uniilidulddy G {P0ne Ouefddont Neabas ! 6F Eggeﬁfﬁst&' LA d

| ayers (36,_37), b€ing attached between the bottom (38) of the said pocket
(15, 33) and t Hé&YeTSigel 18°) whiBRse| secopeyangl thizd bavesm (838),36)al ong

two non- convesdimy ddf@shdd 13168 6hE) #rRRSTRAR (J2) thiNged¥ha afapahli ch
i i.cul t t% d tt 38), this passage (12)
communi cat i ng. g thet o o IndERg « HOE s dd Jopehi S AR dhdPBakehe Gier

conmuni cati ng o(r? t .
hand 20 with e, rtshejeopxbosshmsaddecb&nttelrisg&m)i;dahmy\@&I $36f thbi %he i
assage (12) bei gt t parted. by the sai i spensi ng ,pi.pe o]
(F:)I osegbaf:k Lp %r?qt earga?gdrsyc}ﬁ%e %‘?é)?e%ieg’%?‘g%l% %?%%?dtgg%oﬁ?ggf)ﬂ Hg’sgaé’ ge
of the |icqtf d, tefiFais |pgeke®f (15} nmBBL), of diovintdh theyeS5 of sécamd (8, of

this chanber, heongidached@sosndst haiRar iRNe% Jih% gﬂéée' g%ertél%f
film - 4. Leaktight bag _according to either one o arns 1 and 2,
characterized it??ltr%atl Xe”coﬁgé? n$OY §FddSagehe 12pthRIFeh thesspebhbrdbend ends

for controllingoueh30 1ayf§Irgw qFGI,i qg'n%i Pg@gﬁgn hhgabgggﬁ?bﬁggee%?eog%;eis: (r:Ine
(2) of plasti o psEals BhYeqer i T e HERE cbhver & hosbBnhBbLFng Betes
(11), the Idpenivhgcof _iihel beyohgn t-;l?fs EMtst?’mﬁf(Sﬁge gllb)ng béenw@gOtnﬁlg-al ned
adi acent 1 ayer Sonr o7 el DT ch Hork? £ SEMofe FART et 11T BRLS
pl astic fol ded®évefnbphi tife] MOgRd Whodessengenpepdipvhdircutar the t keiaxis
(3a) of foldingottemanBBeGi &bk Pa¥dRfe 1N tMGuhH{ESPHY 89 the one
hand with the said opening (7) and on the other hand
20 with the inside of the said chamber (30), the walls of
this passage (12) being intended to be parted by the
said dispensing pipe and to close back up in the
absence of this pipe in order to control the passage of
the 1liquid, a fifth layer of film (1), forming the
25 second wall of this chamber, being attached around the
periphery of the first layer of film.
4, Leaktight bag according to either one of Claims
1 and 2, characterized in that it contains a passage
(12) which is open at both ends for controlling the
30 flow of liquid between the inside and the outside of
the bag, this passage being formed between two adjacent
layers of film (2) of plastic joined together along two
non-converging connecting lines (11), the opening of
the section of this passage (12) being obtained by
35 parting the said layers of film (2) from one another,
two other adjacent layers of film (3) which come from
one and the same film of plastic folded over on itself
and whose length, perpendicular to the axis (3a) of

folding, is appreciably shorter than the corresponding



- 20- length of the said two first layers of film (2 i

between them the other end of the said passage1"ﬂﬂ'"ﬂ”&l“ﬂﬂﬁlﬂﬂ!‘ent
to the said fold (3a), the said tubul ar _ebgment of conical cshepen (/&) *Dei ng
formed 5 across the said fold and entering the opening of the said passage
(12), which opeeng@hi oR0fREEBRIHO it SEfpdel (3aprsSof filheaRji grling bag
accordi ng to G aim .__Char terizg(gin&at its vvallf(Jﬁ}lisfogjned
by fol ding 10 RSEHERY 1PesWeStsefMoutPEn R5PS§Tpafift ePt o e &3S (3a)
about which theaseeged &) ¥S)nofadjbosntstboltded.seBid foldlLédkdigitthe bag
accordi ng tq_. C.ai 5,..C ctefi Lt h Ld leysley of
film(2, 15 3 aégrréc ;H&n%roneelga% hozfsga%l% ee %%dgéggggé?hghree =
paral | el axes. agzross theakeightfoldagnd epdegrdichgthe opening apfn the

characterized iggilghats shegeaid26ommpn sheebehd nlor 12d by ad chber 0 2@ ni&
Leaktight bag according to0 one of the precedi ng "cl ai ns, characterized in
that the said g6dKet(3@15) is divided into a nunber of compartnents (31, 32,

I33). g. ] IVBt.Bod fcnrealddi@hulmnurﬁagt U&%cdﬁrdihﬁt_gs aﬁdf f@Iamckagﬂ,ng
iquid in these bags, continuqus accordi 2 to_one_of .the preceding
i aits, starti FOOPPGHER AT ST SIS (HAEk T OF nfOEREPabT el Iet
that filmiG sérifplivor(h)i omudesdlf talavet dmngkisdpaablyedndoi thehatxitshe
bottom of the i.d p (18: ~B3) ks f b n | ayer fislamin
strip form by 3?’?2ch?%§% 0 %tﬁ\%\gﬁfi\:iﬁré %éggg%G)%%&ﬁfst(ﬁ% fcgf?/m%rlqisy il
| ongi t udi nal | yfPéldgidng a film (3) in strip form two layers of film (1) in
strip form appreci abl y nagear ghitan tbhggdeptdrArdiiy sai dopocketa{d5, 33) and
intended to forglthe sai.d chanber éSO are superiigpgsed wth tge tvvozf aces
of the 35 sai GPASARELTEESS 39 ERATod ot hePrifes ey bdgadm &2/
aligned wiltsh tBbe edges fxfor henependnghef sdne sdiabtpofdkded 15bod8) thareehat
access can be had_| teirall bet ween these layers of film(3; 35, 36) and in
apfel;dngs.

t hat these Iaygraéc 36) are nmade to travel
7. Leaktight bag according to Claim 4,

characterized in that the said common sheet is formed
by a tube.

20 8. Leaktight bag according to one of the preceding
claims, characterized in that the said pocket (15) is
divided into a number of compartments (31, 32, 33).

S. Method for the manufacture of bags and for
packaging ligquid in these bags continuously, according

25 to one of the preceding claims, starting from a film of
plastic in strip form, characterized in that £film in
strip form is made to travel longitudinally and in that
the bottom of the said pocket (15, 33) 1is formed
between two layers of film in strip form by attaching

30 two films (35, 36) in strip form or by longitudinally
folding a film (3) in strip form, two layers of film
(1) in strip form appreciably wider than the depth of
the said pocket (15, 33) and intended to form the said
chamber (30) are superimposed with the two faces of the

35 said pocket (15, 33) and one of their respective edges
is aligned with the edges of the opening of the said
pocket (15, 33) so that access can be had laterally
between these layers of film (3; 35, 36) and in that .
these layers (1, 3, 35, 36) are made to travel



- 21 - vertical I’y downwards, the layers of film (3; ﬂ ﬂ
sai d pocket (15, 33) are parted, and the said tubul ar l"!, m B
said opening (7) are formed through a pogtion of its wal

adjacent 5 to the said chanber, a pipe (21) for w thdraw ng the I|qU|d from

t he chanber (SObeﬁtsndanBJeyteldwhhb@ggh tthes uapulra][ ﬁalhg_ﬁa)w; wg5e;1tt;a@h|rrent
lines (24, 25 eci a er.pendi ¢ o] I ne oi.n line
(38) 01S t he vv?an%Plan ghg : ll%f P‘ﬁcéklﬁgc ;Lt%'ar 34 02F8r rﬁﬁ:lré%% elttl'heer _
side of the salﬁmthdbawamg pepk ((22), dedwde tdnasdf@lpaér(ﬁaj c()W)thaJSeJ oin
line (38) and tmngéj(getgj_,ogaﬁ %al Aidp Yherggt 1‘ﬁar ;yearasjoogergél m
(1, 3, 35, 36) are aligned, TWo at t achment nes I hi'ng

t oget her the | direr 8hef  CENCI ?IBamll@-‘BSa 3B4pe orlRilhg fide E@éhérawenghetheayer

v w15 JVBILGAaY Te e ILPEITEL o0y Al e
[ t cess e Inside o e saj
1I‘O|rlmr<1I ((13, 3,0 g|5ve aCl fJ{%ﬁ:hed twgp ?HEaSH@eESndlﬂ-Péﬁsve(r?é‘el y %/52)8) to

the said 20 st rag@ma‘c:faldm pém@dimla)ﬂvetoeﬂge ﬁblahelhag (Quni rG- pasikagi ng

d, th t I I it 2 2 of the
Sgl d gtnrl pem? p%{ aﬂ% ge?ngcﬁ%m Y\?}s'neo(s%gl c’haﬁ‘%)e %0514 tﬁQcéﬁﬁera%edge
(29) of whi€h |f§r<§p9@h Qe ok hehbrer i sidaenff theedail Mhﬁdn@@:hﬂ;h:@ minsn

edge and the saixi bagaétsﬂéérPS@dle@i&a@@é?goel kh&@ejbi‘xeﬁiﬁ LAVl Re 2l Y,

al ong the upper e g 29 hi s .chanber Ing to
d ai ?n 9, charadt®%ri ‘?%é)e % f{hae tsﬁédsa?tdflﬁodkhﬁrq sther Hegipysadeasgisnga

second 30 | ayerfiafn f{im (335)35 n 3;6)” Qrfeoraml@\ﬁ%rq[ a ffhé§é ekﬁ?ggraggt%crﬁngﬁ pgt
nge(r)f(&;]ea\r/lvgl lofl I%ng se’cgéng Iéyépl?QS og&tﬁl& dﬁl#‘[fcgrﬂyef’bgoﬂ’é &hdthet3? the
width of thhs Second6] ayern(iss) ’ch)er@tqmmd:l n’gotazhtehelﬁii?rsale}mtfh ﬂillﬁsnhg(rlf)glnged
e e smmond FES ML e LR G Tl b5l Sy
(4) prov1ded to give access to the inside of the said
pocket, all the layers of film (1, 3, 35, 36) are then
attached, on the one hand transversely (28) to the said
20 strip of film, along the lower edge of the bag during
packaging and, on the other hand, along the two
longitudinal edges (26, 27) of the said strip of film
in order to form the said chamber (30), the upper edge
(29) of which is open, this chamber is then filled
25 through this open edge and the said bag is closed by
attaching all the layers, transversely, along the upper
edge (29) of this chamber (30).
10. Method according to Claim 9, characterized in
that the said pocket is formed by arranging a second
30 layer of film (35) in strip form ovér a first layer (1)
forming one of the walls of the said chamber, two .
longitudinal edges of this first layer (1) and of this
second layer (35) being adjacent to one another, the
width of this second layer (35) corresponding to the
35 depth of the said pocket, a third layer of film (36) in
strip form which is wider is arranged over the second
layer (35), the two layers (35, 36) forming the said
pocket are attached (38) in the longitudinal direction

of the said film in strip form, approximately along the



pocket are att ached (38) in the longitudinal direction
strip form approxinmately along the - 22 - edge of t I W ” gﬂt
(35) corresponding to the bottomof the sag pocket, a our

(37) in strip formwth the sane width as the third |layer (36) is added
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to f t he wa t he ch er second |
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coincide, 25 added to tM&rSaint %E‘ef&ﬁﬂi S,Jia{llp of ZQh@@a &‘ecﬁaf'}h%]!h (56 strip

(3) are folded_qgnto thenselves so that their other respectiv ong |tud| nal
edges are superll%rrposed Matthed h%FFOF‘H%%g & peteife %on‘ﬁ‘-ﬂ%ﬁ@l?‘ﬁa?lé@@es‘—ﬁ hat
were aligned eahlaiter so that the fol ded-over third 30 strip (3) stretches

bet ween the two superinpased halves of t nd strip ( a portion
of its width, the edgersg%(r of ¥H€Sai & as?f&g 17 are%)atta ed iaF® hat

part of thed saistipealitedsedar 3€¢Oﬁ($t5t$tpl§2)(l\1}h|£ﬂﬂtel$dd§\@t tmpﬁdsrrfrpﬂﬂ@l
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to form a passage (12) forming a valve (l2a) to control
the flow of liquid, and a third (3) intended to close
the passage (12) of the said valve (1l2a) in a leaktight
20 fashion, the width of this third strip (3) being
appreciably less than that of the second strip (2),

one of the respective 1longitudinal edges of

these superimposed strips (1, 2, 3) is made to
coincide,
25 the said second strip (2) and the said third

strip (3) are folded onto themselves so that their
other respective longitudinal edges are superimposed
with their three respective longitudinal edges that
were aligned earlier so that the folded-over third
30 strip (3) stretches between the two superimposed halves
of the second strip (2) over a portion of its width,
the edges (11) of the said passage (12) are
attached in that part of the said folded-over second
strip (2) which 1is not superimposed with the third
35 strip (3) folded over on itself and, at the same time,
the folded-over edges of the said second (2) and third
(3) strips are attached to one another, and
the said passage (12) is cut (18) near its end
adjacent to the fold (2a) of the said second strip (2).



the fol ded-over edges of the said second (2) and third ( i é
attached to one another, and the said passage (12) is cuﬂ Hﬂwqmm”slmnd
adj acent tothefold(2a) of the said secoml strip (2). "+ ¢ -wlils s

Met hod according to Caim1ll, characterized in that before the said second

(2) and tlhldrg (13). stri metctﬁocﬁl laarcalf:alggl ded,c1dtgm sai d hplﬁet@c&terﬂﬁ%d élntZ o
3 t r.in a_region S i mposed. wi sai a
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opposite the frigelrendre( £ldest, thleetalai@_zl)thﬁéb _strlp’bt hdd 2cc8ndiawe to
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separate 10_ phases, one consi sting in orm hg a con us str
part-finishdd g i Eathi cbflal | keryingersthin o, th@-S 3xe®@n 3791%)re an

attached to onalram’.t&&{ puttabg SE)at Bppokhied tHerre@NUMLr (453 OBE
at | east Io g P@I nal edge (26) and al ong the transver se edges 15
(28, 29) andt dtonsisting in formng the said tubular seal (7), in

inserting the g& d wthﬁhtﬁvdd]g apidoedinl) tberend ar imapackagi ngot hez,
liquid in'thef%ﬂéxééﬁgg¥ge439%'that it takes place in two separate
10 phases, one consisting in forming a continuous strip of
part-finished bags in which all the layers (1, 2, 3,
35, 36, 37) are attached to one another but are
separate from one another along at least one
longitudinal edge (26) and along the transverse edges
15 (28, 29) and the second consisting in forming the said
tubular seal (7), in inserting the said withdrawing
pipe (21) therein and in packaging the liquid in the
said chamber (30).



