Pl PI NG BAG BLANK FOR MANUFACTURI NG A PI PI NG BAG AND
METHOD OF MANUFACTURI NG A PI PING BAG Field of the

wo pweniiien The present invention relates to di BEDSEWDE000148
pi pi ng bags as defined in the preanble to claim1 ,
and nore spe cifically to dispd%able pi pi ng bags used
for the handling of foodstuffs. Background Art Piping
bags @;ﬁ»;@ A %!ué‘iﬂg%o roRCHRABEARSURERE A®B1PING BAG AND

conf e \ th—a—viScousST—sSem =T+ quira Ot
sem -fluid patEFHODUOR aﬂé\NMFQ@E@@INEeémPI%N@ BAR,
gough cream cheese, sugar paste or the |like. Piping
ags. can al so be used for other purposes, for exanple
f orfiekd ol thent iediafn ue, cenent, plaster, noul di ng

con‘poundmg ﬂﬂ&ddﬂKan/érﬁlleSr@:ﬂaQem miongllb@gsbblehpmping

in US 3,157,312, This n cnS| ts a Ia '
pag oA TR i | Dy S TSt e P aARgnTore spe-
havelbﬁmlll/geltd:edintsxgzesaﬁi@r rellomy tbta@sed@@@ dhort héebbgndllng
The piping.hagds adapt ed, at one of its corners, to

recer ve an essentlally con|cal nozzl e, through mhich a
paste contained in the piping bag can be di scharged.

Theg hoggt Sut@mie provid ed W|th a selected profile,

SO € ex ruded aste strin b ven.the
desi r ed Bfped H7E K HrBol %&%né’treﬁ %I trﬁ‘tﬂipg pastries,
grt%dr%?mtsﬁnﬁeerpiqm nipdrags tits & haitsddves, pisgimig 1bagidanr

e diffigult . to dl ot f.act d
Oln conné% ?%ﬁ\pa tﬁgl |§%%g§{ 5gg?%a% i rQQp%H dough,
Theeedam _eqhewﬁa&',e Sugar mEstd AT rﬂﬁr@e@%ﬂﬁ%‘@o@ags can
abl g pi PL NG, DAY £ SUBE{S PuddisdVerdd exapiebirest tak

the present invention is to provide a
application of glue, cement, plaster, moulding compound

w

or the like.

15 A disposable piping bag is shown in US 3,157, 312.
This piping bag consists of a plastic bag, formed from
two layers of polymer film, which have been welded toge-
ther along the edges of the bag. The piping bag is adapt-
ed, at one of its corners, to receive an essentially

20 conical nozzle, through which a paste contained in the
piping bag can be discharged. The nozzle can be provid-
ed with a selected profile, so that the extruded paste
string can be given the desired appearance.

A problem associated with prior art disposable

25 piping bags is that the piping bag can be difficult to
handle both during manufacturing and in connection with
the dispensing operation.

Therefore, there is a need for an improved dispos-
able piping bag.

30
Summary of the Invention

An object of the present invention is to provide a
disposable piping bag, which reduces or eliminates the

problems associated with prior art.
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The surface structure 6f the piping bag reduces the
risk of it slipping from the user’s grip, especially if
the user’s hand, which may be fitted with a glove, is wet
or smeared with, for example, 0il or grease. Moreover, it

25 1s possible to provide a piping bag that is easy to grip
without the addition of any friction-enhancing agent.
Even if a friction-enhancing agent has been added, a sur-
face structure may be advantageous because it creates a
space between two abutting layers of polymer tube or pip-

30 ing bags, said space eliminating or reducing the risk of
the layers adhering to one another, which would make
handling more difficult.

According to a second aspect, a blank is provided
for manufacturing at least two disposable piping bags,

35 each comprising a container of polymer film. The blank
is characterised in that it consists of an elongated

thin-walled polymer tube, the piping bags being detach-
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Fig. 3 is a perspective view illustrating the step
of rolling a polymer tube to form the piping bag in
Fig. 1.

Fig. 4 is a plan view of a blank for forming the
piping bag in Fig. 1.

Fig. 5 illustrates a first example of a surface
structure.

Fig. 6 illustrates a second example of a surface
structure.

Fig. 7 illustrates a third example of a surface
structure.

Fig. 8 illustrates a fourth example of a surface

structure.

Description of Preferred Embodiments

Fig. 1 shows a piping bag 1, which at a dispensing
orifice 5 is provided with a nozzle 2 and which through
an open end 4 has been filled with a flowable paste 3.
The flowable paste 3 is dispensable through the nozzle 2
when the open end 4 of the piping bag 1 is closed, for
example folded, and the piping bag 1 compressed.
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it is cut at the cutting line K, so that an orifice 5 of
a desired size is obtained. In the orifice, the nozzle 2
can be applied or, alternatively, the piping bag can be
used without a nozzle.

25 Fig. 3 shows how a polymer tube 21 for manufacturing
piping bags is collapsed by it being caused to travel
through rollers 20 to form an essentially two-dimensional
elongate blank 22 with double layers. The skilled person
is familiar with forming a polymer tube through film

30 blowing.

Fig. 4 shows how the double layer blank 22 has been
provided with oblique welding joints 7 and severance
marks 8, 11 for the purpose of defining piping bags 31,
317.

35 The piping bag can be essentially transparent, i.e.
transparent to such a degree that its contents are vis-

ible through the limiting surfaces of the piping bag.
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made of high-density polyethylene (PE-HD) or of poly-

20 propylene. According to other embodiments, the grains
or flakes may consist of sawdust, fine sand, lime and/or
solid or hollow micro glass spheres.

Another way of achieving a surface similar to that

shown in Fig. 5 is to apply a lacquer to the outside of

25 the piping bag, which lacquer is provided with a surface
structure~-forming additive, for example additives of the
kind described above.

Fig. 6 illustrates a second example of a grip-

enhancing surface structure, which can be achieved by

30 rolling the polymer tube 21, for example as shown in
Fig. 3, through an embossed roll, if necessary under the
influence of heat, which allows the polymer tube to be
provided with, for example, a granular (Fig. 6) or groov-
ed {(not shown) structure.

35 According to one embodiment, the polymer tube can be
made of at least two laminated polymer material layers. A

polymer tube of this kind may have a plurality of layers
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adding an expanding agent to the material of which an
outer layer of a laminated polymer tube is formed. The
skilled person is familiar with the art of expanding. By
exposing, after film blowing, the polymer tube 21 to heat
25 the expanding agent is caused to release a gas, bubbles
being formed in the outer surface of the polymer tube,
which bubbles burst, thus creating a rough surface the
structure of which may be of the kind shown in Fig. 7.
Non-limiting examples of expanding agents are bicarbo-
30 nate, AZO-dicarbonate amide and water.

Yet another example of a grip-enhancing surface
structure is shown in Fig. 8 and can be achieved by means
of starve-feeding. Starve-feeding can be done using pure
plastic or with a filler additive, such as silicates,

35 chalk, carbonates, small glass beads, fine sand, etc,
which is added to the material of which an outer layer of
a polymer tube is formed. The skilled person is familiar
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surface structure described with reference to Fig. 7 or
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Fig. 8. This embodiment can also be combined with the
surface structure described with reference to Fig. 6,
and/or a friction-enhancing agent.

25 According to another embodiment, the surface struc-
ture described with reference to Fig. 7 or Fig. 8 is com-
bined with the surface structure described with reference
to Fig. 6. This embodiment can possibly be combined with
a friction-enhancing agent.

30



structure descri bed above may al so be conbined with
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20 3. A piping bag (1) according to claim 1 or 2,
wherein the outwardly oriented surface of the polymer

tube comprises friction-enhancing agents.

4. A piping bag (1) according to any one of the pre-
25 ceding claims, wherein the thin-walled polymer tube is
made of a plastic film, preferably of polyolefin plastic.

5. A piping bag (1) according to any one of the pre-
ceding claims, wherein the thin-walled polymer tube is
30 essentially transparent.

6. A piping bag (1) according to any one of the pre-
ceding claims, wherein a wall of the thin-walled polymer
tube consists of at least two laminated material layers,

35 an outer material layer of which being provided with the

surface structure.



4 . A piping bag (1) according to any one of the
precedi ng clainms, wherein the thin-walled polyner tube
wo sovatke6nf a plastic film preferably of pol yedtB$E2005/000148
plastic. 5. A piping bag (1) according to any one of
the pre ceding clains, wherein the thin-walled pol ynmer
tube is essentially transparent.” 6 . A piping bag (1)
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bagléykraccordlng to any one of the pre ceding cl ains,

wherein the thin-walled pol ynmer tube has a severance
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(1, 31, 31') each conprising a con tainer of polyner
film characteri sedinthat the blank
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10. A blank (30) for manufacturing at least two dis-

20 posable piping bags (1, 31, 31’), each comprising a con-
. tainer of polymer film, characterised in that
the blank consists of an elongated thin-walled poly-
mer tube (21, 22),

the piping bags (1, 31, 31’) being detachable from
25" one another by means of severance mark (8), and

an outwardly oriented surface of the thin-walled

polymer tuber is provided with a surface structure.

11. A method of manufacturing a disposable pip-
30 ing bag (1) comprising a container of polymer film,
characterised by
making the piping bag essentially from a thin-walled
polymer tube, and
providing an outwardly oriented surface of the thin-

35 walled polymer tube with a surface structure.



an outwardly oriented surface of the thin-walled
pol ynmer tuber is provided with a surface structure.
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(1) conprising a container of polynmer film c har a
cter i s edby nmaking the pigping bag essentially
froma thin-walled polyner tube, and providing an
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| east two material |ayers, an outer material |ayer
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thin-wal |l ed polynmer tube is nmade, at |east partly

starve-f eeding the material of which an outer |ayer
of the tlHi.n-Analdtéddelopredingbe o slaad\e13andbowhath the
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surface structure comprises

at least partly expanding the material of which an
outer layer of the thin-walled polymer tube is made,

at least partly starve-feeding the material of which
an outer layer of the thin-walled polymer tube is made,
and/or

at least partly cold-feeding the material of which
an outer layer of the thin-walled polymer tube is made.



