1 PIPING BAG, BLANK FOR MANUFACTURI NG A PI PI NG BAG AND METHOD OF
MANUFACTURI NG A PI PI NG BAG Field of the Invention The present invention
-relates to disposable piping bags as defined in the preanble to claim1,
and nore spe- cifically to disposable piping bags used for the handling 5
of foodstuffs. Background Art Piping bags are mainly used for decorating
pastries, confectionery or food wth a viscous, sem-liquid or 10
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manuf acturing and in connection with the dispensing operation. F

Therefore, there is a need for an inproved di spos able piping bag. 30
Summary of th@aakgmauinsh Art

Piping bags are mainly used for decorating pastries,
confectionery or food with a viscous, semi-liquid or

10 semi-fluid paste, such as whipped cream, marzipan, dough,
cream cheese, sugar paste or the like. Piping bags can
also be used for other purposes; for example for the
application of glue, cement, plaster, moulding compound
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 p&ping 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.




An object of the present invention is to provide a disposable piping bag,
whi ch reduces or elimnates the problens associated with prior art. 2 The
- object is achieved by a piping bag, a blank and a nmethod according to the
respective appended i ndependent clains. Enbodi nents are defined in the
appended dependent clains as well as in the follow ng description and
draw 5 ings. According to a first aspect,2a disposable piping bag is thus
provi ded, conprising a container of polyner film The piping bag is
‘characterised in that®i?PIRCE okgrearhiessschttiial 4 yoipiow dadi @ Wkhédapal yner
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discarded after use, and not cleaned and used again. How-
ever, this does not exclude that the piping bag is filled

15 again and/or cleaned and, thus, used to spread more than
one batch of flowable paste. In fact, disposable means
that it must be possible to manufacture the piping bag in
large quantities at a very low cost.

Surface structure here means the three-dimensional

20 structure of the surface.

The surface structure of 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 1is possible to provide a pPiping 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-




30 ing bags, said space elimnating or reducing the risk of the |ayers
adhering to one another, which would make handling nore difficult.
- According to a second aspect, a blank is provided for nmanufacturing at
| east two di sposabl e pi pi ng bags, 35 each conprising a container of
polymer film The blank is characterised in that it consists of an
el ongated thin-walled polyner tube, the pgping bags being detach 3 able
from one anot her by nmeans of severance nmarks, and that an outwardly
oriented surfagklefftdre ohénamathed bypotsans ofibsevergnoyinkatkan @nda
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Brief Description of the Drawings
Fig. 1 is a schematic perspective view of a piping

bag.
Fig. 2 is a schematic plan view of the piping bag
15 in Fig. 1. |
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
20 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.
25 Fig. 7 illustrates a third example of a surface
structure.
Fig. 8 illustrates a fourth example of a surface

structure.

30 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
35 when the open end 4 of the piping bag 1 is closed, for
example folded, and the piping bag 1 compressed.




25 Fig. 7 illustrates a third exanple of a surface structure. Fig. 8
illustrates a fourth exanple of a surface structure. 30 Description of
- Preferred Enbodi nents Fig. 1 shows a piping bag 1, which at a di spensing
orifice 5is 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
t hrough the nozzle 2 35 when the open end 4 of the piping bag 1 is cl osed,
for exanple folded, and the piping bag 1 conpressed. 4. Wth.reference to
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pressure. 20 Tohermtile &hsporaimke By mears of Hes foirgitignbadti the RSN cut

at the cutting.hdne ¢ Eﬁbt§¥§iﬁ§‘55§1ﬂ,c% Se¥erance mark 11 extends
perpendicularly to the edges 9, 10. At the open end, a
weaker welding joint (not shown) may be provided, which

15 is such that upon tearing along the severance mark 11,
the piping bag remains closed until a user deliberately
opens it. According to one embodiment, this weaker weld-.
ing joint can be achieved at a low temperature and under
mechanical pressure.

20 To enable dispensing by means of the piping bag 1,
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 sevexance
marks 8, 11 for the purpose of defining piping bags 31,
31r. _

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.




a desired size is obtained. In the orifice, the nozzle 2 can be applied
or, alternatively, the piping bag can be wused w thout a nozzle. 25 Fig. 3
- shows how a pol yner tube 21 for nmanufacturing piping bags is collapsed by
it being caused to travel through rollers 20 to forman essentially
t wo- di nensi onal el ongate blank 22 wth double layers. The skilled person
iIs famliar with formng a pol yner tube tlBrough film30 blowng. Fig. 4

shows how t he doubl e | ayer bl ank, 22 has been F ., provided with oblique
wel g of nt AOFORHANGoLEr HEo SHEPRLNBNC s 1Chey PHRET DU EBSEESIPRer | i ng
pi ping bags 3ktinted.. 35 The piping bag can be essentially transparent,
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grains and/or flakes can also be applied to the surface
of the plastic tube after the tube 21 or the blank 22 is
formed. The grains or flakes may, for example, be of a

15 plastic material having a higher density and/or melting
point than the material of which the polymer tube is
formed. For example, the polymer tube may be made of low-
density polyethylene (PE-LD), the grains or flakes being
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 achleving 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 échieved 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 gfanular (Fig. 6) or groov-
ed {(not shown) structure.

35 Bccording 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




formed. For exanple, the polyner tube may be made of |ow density
pol yet hyl ene (PE-LD), the grains or flakes being nmade of high-density
- pol yet hyl ene (PE-HD) or of poly 20 propylene. According to other
enbodi ments, the grains or flakes may consi st of sawdust, fine sand, line
and/or solid or hollow mcro glass spheres. Another way of achieving a
surface sinilar to that shown in Fig. 5 i$¥to apply a lacquer to the
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bags and in laminated piping bags. The surface structure

15 described with reference to Fig. 5 is highly suitable

. for laminated piping bags, since it is sufficient to add
grains or flakes to the material forming the outer layer
of the polymer tube.

Fig. 7 illustrates a further example of a grip-

20 enhancing surface structure, which can be achieved by
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




The above net hods of providing a grip-enhancing surface structure can be
used both in one-layer piping bags and in | am nated pi ping bags. The
surface structure 15 described with reference to Fig. 5 is highly suitable
for | am nated piping bags, since it is sufficient to add grains or flakes

to the material formng the outer |ayer othhe pol ynmer tube. Fig. 7

illustrates a further exanple of a grip- 20" enhancing surface structure,
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chal k, carbonate gl ass IS added to
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which results |n a surface structure simlar to g el ng
obt ai ned. | n tAiSsnegded-t FhecshiddefaPesison ifdipnitiabnwdE tﬁ%efPFFer can

be varied to oBtaieilihecedesfred surface roughness.
The ways of achieving a grip-enhancing surface

15 structure described above may also be combined with the
addition of known friction-enhancing agents, for example
viscous high-molecular liquids such as polyiscbutylene
and/or glycerol esters.

According to one embodiment, the surface structure

20 described with reference to Fig. 5 is combined with the
surface structure described with reference to Fig. 7 or
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




A further exanple of a grip-enhancing surface struc- ture simlar to those
shown in Fig. 7 or Fig. 8 can be achieved by neans of col d-feeding,
wherein the outer 10 layer is starve-fed and the extruder is operated at a
| ower tenperature than normal. In this case, no filler is needed. The
skilled person is famliar with thegart of cold-feeding. The ways of

achi eving a grip-enhancing surface 15 structure descri bed above nay al so be
conbined with the addition of known friction-enhancing agents, for exanple
vi scous hi gh-nol ecul ar |iquids such as polyi sobutyl ene and/or glycerol
esters. According to one enbodi neGLAIMEe surface structure 20 described
with reference to Fig. 5 is conbined with the surface structure described
with reference to Fig. 7 or Fig. 8. This enbodi nent can al so be conbi ned

wi th the, sur faagdiepssdbils piging 8 Q) emmpidiny aed@itasingecot polbh@r ffm, and/or a
friction-enhancin _ag_clant. 25 According to another enbodi nent, the surface
struc- t Gharagtariseddadati tnh reference to Fig. 7 or Fig. 8 is com bined with

t he surface s ; i i s 3 i j s enbodi ment
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provi ded pulyhierdube eomprises frietioneinhanting @agants. wherein the outwardly oriented

surface of the polymer tube conprises friction-enhancing agents. 2. A
pi ping bag (1) according to claim1l, wherein the rough surface structure

2. A piping bag (1) according to claim 1, wherein the rough surface structure
is formed by at least one of

a) adding grains or flakes to the material of which the thin-walled
polymer tube is made, '

b) pattern-rolling the polymer tube, and

c) applying a lacquer to the outwardly oriented surface combined with
adding grains or flakes to the lacquer.

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

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

5. A piping bag (1) according to any one of the preceding claims, wherein a
wall of the thin-walled polymer tube consists of at least two laminated
material layers, an outer material layer of which being provided with the

surface structure.

6. A piping bag (1) according to claim 5, wherein the rough surface structure
is formed by at least one of




is formed by at | east one of a) adding grains or flakes to the material of
which the thin-walled polyner tube is nade, b) pattern-rolling the polyner
tube, and c) applying a lacquer to the outwardly oriented surface conbi ned
with adding grains or flakes to the lacquer. 3. A piping bag (1) according
to any one of the preceding clains, gwherein the thin-walled polyner tube
is made of a plastic film preferably of polyolefin plastic. 4. A piping
bag (1) according to any one of the preceding clainms, wherein the
thin-wal | ed pol ymer tube is essentially transparent. 5. A piping bag (1)

according to ehgtleast partly expanding-therguter miatasial layerein a wall of the
thin-wal | ed D@Lgf@éetedr% gﬁ%’?\?é Fée%rﬁ{/\,ﬂ %dtgm Etetr‘é?laxl gfipated material

| ayers, an ou ayer i ng pro ded with the surface
structure. 6. epatdeastartvgolfifeediaog dthelbotper neatetialilayédr, wherein the rough
surface structure is fornmed by at least one of 9 c¢) at |east partly
expanding the outer material layer, d) at least partly starve-feeding the
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material |ayer. 7. @m n bag (1) accord rg(to any one of the preceding
e

cl ai ns, -wa"eqimeo ub@heeapﬁﬂvemcetms @&iéhet ig épapwersal @ar k (8) that
i's ”ansif%riﬁﬂ@tﬁd?n%ltd"l‘aelc l&pg-_l}ﬁ tﬂé‘ltutﬂé rection (D) of the tube. 8. A piping
r

bag (1) accordi ng wherein the thin-walled tube has a joint
(7), preferably a welding joint, that is paraIIeI to the severance mark

(8). 9._,A,bl.ank 0) tur at di sabl e pi pi ng bags
(1, 31, 834 3'p'n8§)%ﬁ («)'Q)ﬁﬁ?? ngi %’Hh? aﬁ’ﬂ@?e"& h]'"'?‘?@l"e‘fﬁlﬁ?ﬁ ﬁﬁ?}&r acterised
in that (b ofdblg b Weldin jant, ehatng bﬁiﬂeﬁ&ltﬁe\&%{.’el@ﬁcé% g).t ube (21,

22) , {fl]hﬁpl L?Rﬁf bags (1, 3?,’ 31") be?ng det achabl e fromm anot her by
means of severance mark (8), and an outwardly oriented surface of the

E E'eno‘g’fll\gr.ﬂl g Or rﬁh@ﬁeﬂfa&unﬂé QSR Wb Uik pRshRPiping 'Hags 1544 uct ure and
317, each comprlsmg a container of polymer film, characterised in that
the blank consists of an elongated thin-walled polymer tube (2i, 22),
the piping bags (1, 31, 31") being detachable from one another by
means of severance mark (8), and
an outwardly oriented surface of the thin-walled polymer tuber is
provided with a rough surface structure and the outwardly criented surface

of the polymer tube comprises friction-enhancing agents.

10. A method of manufacturing a disposable piping 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-walled polymer
tube with a rough surface structure and providing the outwardly oriented
surface of the polymer tube friction-enhancing agents.

11. A method according to claim 10, in which the step of providing the
outwardly oriented surface with a rough surface structure comprises




of the polyner tube conprises friction-enhancing agents. 10. A nethod of
manuf acturing a di sposable piping bag (1) conprising a container of
polymer film characterised by naking the piping bag essentially froma
thin-wal |l ed polynmer tube, and providing an outwardly oriented surface of
the thin-walled polynmer tube with g rough surface structure and providing
the outwardly oriented surface of the polyner tube friction-enhancing
agents. 11. A nethod according to claim 10, in which the step of providing
the outwardly oriented surface with a rough surface structure conprises 10
addi ng gr ai nsadding| gtedns o5 Takesnta dhe amaterialviifcwhiche thenithinwedllesdd  pol yner
tube is r t -rolling the thin-walled polyner tube. 12. A
nmet hod a c&ﬁlﬁrgﬁ@é%rggg%”nﬁo%r 11, further conprising formng the

t hi n-wal | ed ppatferarrotlingehé thih-avdlledtpohgnarttubeast two material |ayers, an
outer material layer being provided with the rough surface structure. 13.
A nethod according to claim 12, in which the step of providing the

out war dl Y20 Rt 8&Edrang 11 dIBinR 1006194 Stirthar BopfidmgWoPmfRMpke! ses at
| east partly expanding the material of which an outer ™l ayer “of the

t hi n- wal Hierwabied pelymeniebe dyriemdnating atdeast tyamatprigk layers, faouiterg t he
o . IR AR RN OB 6 ol s b polyrr Lube T e
the thin-walled polyner tube is made.
13. A method according to claim 12, in which the step of providing the
outwardly oriented surface with a rough 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.




