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Claims 

 

1. A method for establishing the presence of specified characteristics of a  

container product (9, 11, 109, 111) produced by the blow moulding, 

filling and sealing method, in particular made of plastic material, the 

actual value of at least one specified characteristic being automatically 

recorded in at least one test station (1-7, 101-107) and being compared 

with the target value of this characteristic, characterised in that 

  - in a container product in the form of a strip of containers (9, 109)  

with containers (11, 111) each having a thickness and each 

made of plastic which are connected to one another separably 

at connection points, the containers (11, 111) are separated 

mechanically, and the separating force required for the 

separation is recorded, or 

 - in an independent, preferably first test station (1, 101)  

containers are separated by twisting off of the strip of containers  

(9, 109), and the torque required for the twisting off is  

automatically recorded, and/or 

- with containers (11, 111) filled with a container content, the  

separated containers (11, 111) are brought mechanically into a  

test station (2, 102) and are weighed in the latter in order to  

record their overall weight automatically, and  

the weighed containers (11, 111) are brought mechanically into  

a test station (3, 103) and are emptied here, and 

the emptied containers (11, 111) are brought mechanically into a  

test station (4, 104) and are weighed in the latter in order to  

record their empty weight, and the recorded overall weight is  

automatically compared with the recorded empty weight in order  

to establish the weight of the container content. 

 

2. The method according to Claim 1, characterised in that with containers  

(11, 111) which have at a neck part (39, 139) an end part (51, 151) 

assigned to a removal region, which end part can be removed from the 

main part of the container (41, 141) by a turning motion, the containers 
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(11, 111) are brought mechanically into a test station (5, 105) in which 

the end part (51, 151) is mechanically twisted off and the torque 

required for the twisting off is automatically recorded.   

 

3. The method according to Claim 1 or 2, characterised in that the  

containers (11) are brought mechanically into a test station (6) in which 

a cut (75) which exposes the cross-section of at least part of the 

container wall (77) is formed mechanically.   

 

4. The method according to Claim 3, characterised in that the cut  

containers (11, 111) are brought mechanically into a test station (7, 

107) in which the thickness of at least one container wall (77, 177) is 

automatically recorded. 

 

5. The method according to any of the preceding claims, characterised in  

that after recording the wall thickness, the containers (11, 111) are 

brought mechanically into a discarding station (8, 108) and are 

discharged by the latter from the test device. 

 

6. The method according to Claim 1 or 2, characterised in that in at least  

one of the test stations (107) or in one of the following test stations the 

container thickness is determined non-destructively at at least one 

point of the respective container (111) to be tested, preferably by 

means of ultrasound or by means of an optical measuring method. 

 

7. The method according to any of the preceding claims, characterised in  

that by means of electronic recording, storage and evaluation media at 

at least one of the measuring test stations, the measurements of the 

latter for at least some of the containers (11, 111) are recorded and 

stored for the purpose of obtaining a statistical evaluation of in which 

direction (trending) and by what amount the actual values determined 

differ from the specified target values.  

 

8. The method according to Claim 7, characterised in that the difference  
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values between the actual and the target value specifications that are 

obtained are forwarded to a machine control system of a production 

device with the proviso that the production parameters are optimised 

during, at the start or at the end of the production process such that the 

difference values are almost zero and/or that the production material to 

be delivered to the production device has material characteristics 

adapted to the specifications.   

 

9. The device for performing the method according to any of the 

preceding claims, comprising at least one test station (1-7, 101-107) 

that has a device for automatically recording the actual value of at least 

one specified characteristic of the respective container product (9, 11, 

109, 111), characterised in that 

- in a container product in the form of a strip of containers (9, 109)  

with containers (11, 111) made of plastic which are connected to  

one another separably at connection points (12, 112), it has a  

first test station (1, 101) with a separating device (14, 114) for  

mechanically separating the containers (11, 111) from the strip  

of containers (9, 109), 

 - the first test station (1, 101) has a holder (16, 17, 116, 117) for  

the respective container (11, 111) to be separated from the strip  

of containers (9, 109), which holder partially encompasses said  

container and can be turned by a rotary drive (19, 119) in order  

to twist off the encompassed container (11, 111), and the rotary  

drive (19, 119) has a torque sensor (22, 122) for recording the  

twisting-off torque, and/or 

 - a test station (2, 102) automatically records the overall weight of  

a separated container (11, 111) filled with a container content by  

weighing, and 

-  a test station (3, 103) has a device (43, 45, 143, 145) for 

emptying the container content of the respective container (11,  

111), and 

-  a test station (4, 104) has a weighing device (34, 134) for  

automatically recording the weight of an emptied container (11,  
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111). 

 

10. The device according to Claim 9, characterised in that a transportation  

device (25, 30, 125, 130) is provided that has receivers (24, 38, 124, 

138) that can be equipped by the first test station (1, 101) with a 

respective container (11, 111) and which can be moved to additional 

test stations (2-7, 102-107) arranged along a test line. 

 

11. The device according to Claim 10, characterised in that  

the transportation device has a motor-driven carrousel (25) that moves 

the receivers (24) along a circular test line to each of the additional test 

stations (2-7) arranged on the test line. 

 

12. The device according to any of Claims 9 to 11, characterised in that a  

discarding station (8) for mechanically discarding the container (11) 

from the respective receiver (24) of the conveyance device (25) is 

provided on the circular test line before the first test station (1). 

 

13. The device according to any of Claims 9 to 12, characterised in that the  

receivers (24) have a bearing part (26) for containers (11) and a 

moveable cover part (27) that can be moved between a closed 

position, in which it encloses a part-region of the mounted container 

(11) and an open position raised from the bearing part (26), and that 

the transportation device (25) has a control arrangement (31, 49) by 

means of which the cover parts (27) can be moved into the closed 

position and into the open position as required. 

 

14. The device according to any of Claims 9 to 13, characterised in that the  

test stations (101-107) are arranged along a test line extending in a 

longitudinal direction and that the transportation device (130) has a 

transportation element (136) moving the containers (11) in succession 

from test station to test station. 

 

15. The device according to Claim 14, characterised in that a carrier that  
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can be moved back and forth and up and down along the test line is 

provided as a transportation element (136), on which carrier the 

receivers (138) are arranged spaced apart from one another, the 

spaces corresponding to those between the test stations, and that the 

receivers (138) for holding and releasing a respective container (111) 

have a device (140) which can be controlled such that the containers 

(111) can be received in succession at a test station and can be 

delivered to a subsequent test station. 

 

16. The device according to any of Claims 9 to 15, characterised in that the 

second test station (2, 102) has a weighing device (34, 134) for 

automatically recording the weight of a container (11, 111) filled with a 

container content. 

 

17. The device according to any of Claims 9 to 16, characterised in that for  

containers (11, 111) that have an end part (51, 151) on a neck part (39, 

139), which end part can be removed from the main part of the 

container (41, 141) by a turning motion, a further test station (5, 105) is 

provided with a twisting-off device (53, 153) that has a rotary drive (57, 

157) and a torque sensor (61, 161) for recording the torque required to 

remove the end part (51, 151). 

 

18. The device according to any of Claims 9 to 17, characterised in that a  

test station (6) has a cutting device (65) for forming a cut (75) exposing 

the cross-section of at least one wall part (77) of the respective 

container (11). 

 

19. The device according to any of Claims 9 to 18, characterised in that a  

test station (7, 107) has a measuring device (79, 81, 179) for 

automatically recording the wall thickness of a cut container wall (77, 

177). 

 

20. The device according to any of Claims 9 to 19, characterised in that in  
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at least one of the test stations (1-5, 101-107) or one of the test 

stations following the latter, the container thickness is determined non-

destructively at at least one point of the respective container (111) to 

be tested, preferably by means of ultrasound or by means of an optical 

measuring method. 

 

 

 

 

 

 

 

 


