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POUCHES

The invention relates to a method and an apparatus for opening prefabricated (tubular)
pouches, as well as to a method and an apparatus for filling prefabricated (tubular) pouches,

which includes a method and an apparatus for opening such pouches.

For numerous reasons, e.g. relating to material and cost saving, as well as environmental
considerations, nowadays efforts are often made to replace the hitherto widely used tin cans

by pouches, which can be manufactured with a much smaller use of material.

The reason why such pouches have only been used with hesitation and substantially only
when the quantities to be packed are very small is that the handling of prefabricated pouches,
whilst maintaining a specific shape (dimensional stability) encounters difficulties, which more

particularly applies to the opening step, which precedes filling and sealing.

In a prior art installation, the opening of prefabricated pouches in planar form, which are
generally rectangular and have a circumferential seal and an opening zone has taken place in
that a pouch is gripped by grippers at its two lateral edges adjacent to the opening zone and
movement towards one another takes place by a certain extent so that the pouch can be

opened.

This method is disadvantageous in two respects. On the one hand the opening of a pouch by
moving together the lateral edges is only possible with relétively small dimensions, because
otherwise the pouch would merely sag without opening, and on the other, due to the elasticity
of the sealing seams, the pouch can only be opened to a relatively limited extent, which leads

to a correspondingly small, maximum filling quantity.

Therefore the problem of the present invention is to provide a method and an apparatus for

opening prefabricated pouches, with which the aforementioned disadvantages can be
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a(rié/q\ﬁ)late for producing in the vacuum chamber a vacuum with respect to the environment,
through which the pouch is opened; d) moving the support with the pouch held thereon out of

the vacuum chamber.

Through the planned use of a vacuum and an air flow directed onto the pouch opening zone,

the pouch is reliably and completely opened.

Preferably, the pouch is held on at least one first lateral edge. Appropriately, the pouch is
displaceably held on a lateral edge facing the first lateral edge, so that opening is not impeded.

The support preferably has a shell-like shape, which unilaterally corresponds to a completely

opened pouch.

~ The vacuum chamber can be formed from two separable half-shells, which receive the

support between them. Appropriately, the vacuum chamber is substantially cylindrical.

The first opening can be located in a first face of the vacuum chamber. The second opening

can be located in a face opposite the first face.

Preferably, the arrangement is such that the opening pouch engages on the edge of the first
opening and substantially closes the latter. Thus, due to the continuous suction of air through
the second opening, an increasing vacuum is built up, which largely expands the pouch

counter to the inherent elasticity or plastic deformability of the sealing seams.
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§eparab|e hal f-shel | s and presenting, when in the closed state, at an upper
face an opening -3- -2 - having
an edge on which the opened pouch engages. The pouches are held by
stationary rails, coyeri t he openi ng_.of the upper face. This_known

appar at usThemeipnatio rsﬁgq% it merpdrfpr filling perfrbyicated pagchendn Meudhe Pewrhes and
al one in a8 dhenighneAORAtd gt HE e sactEiHa Rhtife fhefidGha!
hol di ng neaﬁgg &Q$Lgrg@bre&?ﬁéﬂbfg%@%%p%#gtE%a%ﬁggéﬂﬁﬁﬁﬁggn?§onﬂfs to
provi de aopenitpymefabmicaiedt mmpbesat us f or openi ng prefabricated pouches, with
whi ch the aforenenti oned di sadvant ages can be overconme and w t hout
limtation | arge pouches can be reliably opened and in particular nore

i del d th t in the priot art . . Fromthe method .
I ETIALN R RA ARG R £ AN B
pref abr i calefbripad Poisches, tn WhidH 28R pbudhOhi6 . iREmPer6ittal bl BAER bpdniseaneand

an openi ng_zone, ) .
with a) at least one support for holding a pouch, b) a vacuum chamber for receiving the

‘support, which has a first opening facing the opening zone of the pouch and is connected to
the environment, and a second opening remote from the opening zone and c) a suction device

connected to the second opening.

Preferably, the support has a first, fixed clamping device for the fixed holding of a pouch on a
first lateral edge. Appropriately, the support has a second, movable clamping device for the
movable holding of the pouch on a second lateral edge.

The support can have a shell-like shape, which unilaterally corresponds to a completely

opened pouch.

The vacuum chamber is appropriately formed from a first and a second half-shell, which are
separable from one another and receive the support between them. The vacuum chamber is
appropriately substantially cylindrical. The first opening can be located in a first face of the
vacuum chamber. The second opening can be located on a second face, which faces the first

R face.

Preferably, the arrangement is such that the opening pouch engages on the edge of the first
opening and substantially closes the latter.

At least one support and at least one first half-shell of the vacuum chamber can be fitted to a
first, rotating conveyor and at least one second half-shell to a second, rotating conveyor, the
first and second conveyors running adjacent to one another within an opening area, so that
within said opening area in each case one first half-shell and one second half-shell form a

vacuum chamber.
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Fig. 1 A plan view from above of a support fitted to a conveyor and having a pouch held

thereon (in the closed state).

Fig.2 A view corresponding to fig. 1, in which a two-part vacuum chamber surrounds the

support.

Fig. 3 A view corresponding to fig. 2 with the pouch open.

Fig. 4 A view coﬁespbnding to ﬁé. 1 with the pouch open.

Fig. 5 A diagrammatic view of a filling and sealing installation for pouches.

The method according to the invention for opening prefabricated pouches will firstly be
explained relative to figs. 1 to 4. Fig. 1 shows in a plan view of a support 1, which is fixed to
an edge 2, which can in particular be part of a rotating conveyor and to said edge can be fixed
in mutually spaced manner a large number of further, identical supports. In cross-section or
plan view, the support 1 is shell-like or trough-shaped 'with two bearing surfaces 3 and 4
located in one plane. A prefabricated pouch 5 in planar form, is held in fixed manner in the .
bearing surface 4 and in displaceable manner against the bearing surface 3 by means of not

shown clamping or gripping means.

In its simplest form, the pouch 5 is rectangular and has an overall U-shape, circumferential
seal, whilst leaving free an opening zone, so that after opening and filling, the pouch can be

closed by sealing the opening zone. In a further developed construction, the pouch $ is

This Sheet Has Been Replaced

AR

TTHIS SHEET HAS BEEN ‘
REPLACED




support between them Appropriately, thesvacuun1chanber I's substantially
cylindrical. ToT -3 - The
first ‘opening can be located in a first face of thﬁ vacuun1?hanber. The
second o ' e L : bt LWL st ce.
PreferabF??&?%gpgﬁ%ghggﬁgﬁgagék@ﬁ%ﬁLéﬁgfpgﬁ%ﬁ%%ghﬁ%éa§1ﬂ§ﬁ°%%§§§8§‘8ﬁthe
edge of t Isebdtiatest.gopshelfitgsand substantially closes the latter. Thus, due to
t he conti nuous suction of air through the second openi ng, an increasing
vacuumis built up, which |argely expands the pouch counter to the inherent

el asticit r plastic deformability of the sealing seans. The i nventi.on
al so rel aﬁgi&n?‘gn LB HOBIFTl?fr}a'qniaﬁifmd?eéﬂ%ﬂ @8‘@@‘%’3‘;5}@@%&%%0%! agfetige
pouches arg +9P6 REre fabkr, Bilstihdfdr ARl foifN@cTet hod being characterized by an
i nventive nmethod for opéhing prefabricated pouches.

Fig. 2 shows a vacuum chamber 8, which is arranged around the support 1 with the pouch
held thereon. The vacuum chamber 8 appropriately comprises at least two parts, which
engage in half-shell-like manner around the support 1. For example, one jointing plane can be
located substantially in the plane of the pouch 5, or perpendicular thereto, i.e. substantially in
the presentation plane of fig. 2.

As is further indicated in fig. 2, the substantially cylindrical vacuum chamber 8 is provided on
its upper (above the presentation plane of fig. 2) face with an opening 9, whose boundary line
substantially corresponds to the cross-sectional shape of the support 1, or is correspondingly

supplemented on the opposite side of the pouch 5, seen from the support 1.

Fig. 6 serves to further illustrate the vacuum chamber 8, which in this case comprises two
vertically split half-shells 12, 13, between which is received the support 1 for the not shown
pouch.

Fig. 3 is a view corresponding to fig. 2, the pouch 5 being completely opened. It can be seen
~ that the first, held fixed lateral edge 7 of the pouch has maintained its position unchanged,
whereas the second lateral edge 6 has moved in the direction of the first lateral edge, in order
to compensate the opening or stretching of the pouch. As can also be seen in fig. 3, one half of
the pouch 5 has been applied in full surface manner to the correspondingly shaped support 1
and on the other side, as is clear from the perspective view of fig. 6, with its upper edge it
engages largely against the edge of the first opening 9. As is visible from fig. 6, the two half-

shells 12, 13 of the vacuum chamber 8 form a second opening 10 facing the first opening 9.

Finally, fig. 4 shows a view corresponding to fig. 1, in which the two half-shells 12, 13 of the

vacuum chamber 8 have been removed again or moved apart and the pouch 5 assumes its
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be located in a first _face of the
inflow corresponding to the suction takes place through the opening 9, i.e. meeting the still

closed edge of the pouch in the vicinity of the opening zone.

The cooperation of a slight vacuum on the lateral faces of the pouch and an air flow
& encountering the opening zone leads to a gradual pouch opening, This opening movement
continues in accelerated form, because the first opening 9, through which the ambient air
flows into the vacuum chamber 8, is increasingly closed due to the increased opening of the
pouch. Finally the end state shown in fig. 3 is reached, in which the upper edge of the pouch 5
engages substantially against the edge of the first opening 9 in the vicinity of its opening zone
and consequently the free flow cross-section for ambient air flowing into the vacuum chamber
8 has been very significantly reduced. As a result of the continuing suction from the second
opening 10, as from this point, i.e. as from the application of the upper edge of the pouch to
the first opening 9, an increasing vacuum occurs within the vacuum chamber 8. As a result of
this vacuum, the pouch 5 is expanded to the extent possible without destroying the
circumferential seal in the area of the lateral and bottom edges. The first, movably held lateral
edge 6 .of the pouch moves ih the direction of the second, held fixed lateral edge 7 to the

degree necessary for expansion.

The pronounced expansion of the pouch has the advantage that on the one hand a maximum
capacity is achieved, i.e. a given pouch can be filled with a maximum filling quantity and as a
result of a certain plastic deformation in the sealing area, said expanded shape is maintained

automatically for a certain time, i.e. at least up to the following filling process.

Fig. 6 shows in a diagrammatic plan view a detail of an installation for opening, filling and
closing (sealing) prefabricated pouches, the opening process being performed in accordance

with the invention. The installation has a continuous conveyor 2, to which a plurality of
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vacuum chanber. The second opening can be |l ocated on a second face, which
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seal ing dévice for sealing pouches, a renbval device for

then to a merely intimated sealing station 21, where the opening zone or upper edge of the
pouch is sealed. The filled and sealed pouches are finally delivered to a discharge station 22

in the direction of arrow 23.

The opening station 18 is so inventively constructed that over a certain running length a
vacuum chamber is formed around each individually supplied pouch. For this purpose a
second conveyor 24 is provided, which within an opening area runs very close to the first
conveyor 2, the movement direction and speed of the engaging areas coinciding (arrow 23).
The second conveyor 24 is provided at regular intervals with half-shells 12, which cooperate
with corresponding half-shells 13, which are not individually represented in fig. 6 and which
are fitted to the conveyor 2, so that within the area in which the conveyor 24 runs immediately
adjacent to the conveyor 2, vacuum chambers 8 are formed, as is intimated in fig. 5. In
addition, the lower opening 10 of the vacuum chamber 8 formed by the two half-shells 12, 13
is linked within the opening area in an appropriate manner to a vacuum source or a suction
device, so that the pouch opening process explained hereinbefore relative to figs. 1 to 5 is
carried out, At the end of the opening area 18, the conveyor 2 consequently carries completely

opened pouches 5, which are in each case held on supports 1.

The method according to the invention and the apparatus, as indicated in fig. 6, makes
possible a continuous processing of pouches at high speed, the individual pouches being

rapidly, reliably and completely opened.

The features of the invention disclosed in the preceding description, drawings and claims can
both individually and in random combination be essential to the implementation of the

different embodiments of the invention.
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renoving filled pouches and a feed device for feeding enpty pouches,
characterized by an inventive apparatus-for opening prefabricated pouches.
The invention is described in greater detail hereinafter relative to an
enbodi nent and the attached draw ngs, wherein show Fig. 1 A plan view
from above of a support fitted to a conveyor and having a pouch held

thereon (in the closed state). Fig. 2 Aview corresponding to fig. 1, in
whi ch a two-part vacuum chanber surrounds the support. Fig. 3 Aview
corresponding to fig. 2 with the pouch open. Fig. 4 A view corresponding

to fig. | with the pouch open.

CLAIMS

1. Method for opening prefabricated pouches (5) for the subsequent filling thereof, each

pouch having a circumferential seal and an opening zone, with the steps

a) holding a pouch (5) on a support (1),

b) introducing the support (1) with the pouch (5) into a vacuum chamber (8), which has a
first opening (9), which faces the opening zone of the pouch and is connected to the
environment, and a second opening (10) remote from the opening zone,

¢) suction of air from the vacuum chamber through the second opening, with a volume flow
adequate in order to produce in the vacOum chamber a vacuum with respect to the

N environment, through which the pouch is opened,

d) moving the support with the opened pouch held thereon out of the vacuum chamber.

2. Method according to claim 1, characterized in that the pouch is held on at least one first
lateral edge (7).

3. Method according to claims 1 or 2, characterized in that the pouch is displaceably held on a
lateral edge (6) facing the first lateral édge (7), so that opening is not impeded.

I
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Fi.g. 5 A diagrammtic perspective view of the vacuum chanber. Fig. 6 A

diagrammatic view of a filling and seal i-8g installation for pouches. The
met hod according to the invention for openi ng pref abri cated pouches wi ||
firstly be explalned relative to figs. 1 to 4. Fig. 1 shows in a plan view

of a suppott Methoga¢cording tor pnecef tb@clalms 1to 3, charactenzed in that the support has a shell-
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further, identical supports. In cross-section or plan view, the support 1
I's shell-like or trough-shaped with two bearing surfaces 3 and 4 located in
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6. Method according to one of the preceding claims, characterized in that the vacuum

chamber is substantially cylindrical.

7. Method according to one of the preceding claims, characterized in that the first opening (9)

is in a first face of the vacuum chamber.

8. Method according to one of the preceding claims, characterized in that the second opening

(10) is in a vacuum chamber face opposite to the first face.

9. Method according to one of the preceding claims, characterized in that the arrangement is
such that the opening pouch engages on the edge of the first opening (9) and substantially

closes the latter.

10. Method for filling prefabricated pouches, in which the pouches are opened, filled and

closed, characterized by an opening method according to one of the preceding claims.

11. Apparatus for opening prefabricated pouches, in which each pouch has a circumferential

seal and an opening zone, with

* c L M s *

a) at least one support (1) for holding a pouch (5),

b) a vacuum chamber (8) for receiving the support (1), which has a first opening (9), facing
the opening zone of the pouch pack and linked with the environment, and a second

opening (10) remote from the opening zone,
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I'n its sinplest form the pouch 5 is rectangul ar and hﬂwﬂ“wﬂnﬁm‘"ﬂn
U-shape, circunferential seal, whilst lelying free an t hat
after opening and filling, t he pouch can be cl osed by seallng t e dpehi ng
zone. In a further devel oped construction, the pouch 5 is provided with a
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substrat e, own manner, the pouch material can be
pl astic, net aPﬁzegqgt‘{asSF?%ﬁoge %{)@lte material of two or more paper,
plastic and/or nmetal foils, etc. Fig. 2 shows a vacuum chanber 8, which
I s arranged around the support 1 with the pouch held thereon. The vacuum
chanber 8 tpphApparitas ebgordiogpe i dam b]: thagsterigeb ip &rat ghe prott asgm diesti fixed
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per pendi cul ar thereto, i.e. substantlally in the presentation plane of fig.
2. As is further indicated in fig. 2, the substantially cylindrical

vacuum chaphespphritss fdcordistech claim 1% dﬂrlaeéha(rai:lmited firh ¢hap tesampbet iha apeeond, of

fig. 2) face with an_ openij n% 9, whose boundar% l'i ne
movable clamping dev1ce or the movable holding of the pouch on a second lateral edge (6).

14. Apparatus according to one of the claims 11 to 13, characterized in that the support has a

shell-like shape, which unilaterally corresponds to a completely opened pouch.

15. Apparatus according to one of the claims 11 to 14, characterized in that the vacuum
chamber (8) is formed from a first (12) and a second (13) half-shell, which are separable from

one another and receive the support (1) between them.

16. Apparatus according to one of the claims 11 to 15, characterized in that the vacuum

chamber (8) is substantially cylindrical.

17. Apparatus according to one of the claims 11 to 16, characterized in that the first opening

(9) is located in a first face of the vacuum chamber (8).

18. Apparatus according to one of the claims 11 to 17, characterized in that the second

opening is located in a second face of the vacuum chamber opposite to the first face.

19. Apparatus according to one of the claims 11 to 18, characterized in that the arrangement is
such that the opening pouch engages on the edge of the first opening (9) and substantially

closes the latter.

20. Apparatus according to one of the claims 11 to 19, characterized in that at least one
support (1) and at least one first half-shell (12) of the vacuum chamber (8) is fitted to a first,
rotating conveyor (2) and at least one second half-shell (13) is fitted to a second, rotating

conveyor (24), the first conveyor (2) and the second conveyor (24) running adjacent to one
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substantially jMﬂj g rlll'l ”!!Ie cross-sectional shape of Mmosumscsﬂgﬁlmsmgm-
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pouch has maintained its position unchanged,
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PP chalgactenzed by an apparatus for opening prefabricated pouches according to one of the

claims 11 to 20.
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ABSTRACT
Method for opening prefabricated pouches for the subsequent filling thereof, each pouch
having a circumferential seal and an opening zone, with the steps
a) . holding a pouch on a support,
b) introducing the support with the pouch into a vacuum chamber, which has a first opening,
, which faces the opening zone of the pouch and is connected to the environment, and a

second opening remote from the opening zone,

¢) suction of air from the vacuum chamber through the second opening, with a volume flow
adequate in order to produce in the vacuum chamber a vacuum with respect to the

environment, through which the pouch is opened,

d) moving the support with the opened pouch held thereon out of the vacuum chamber.



engages | argely against the edge of the first opening 9. m@pmglsgtgm(%N
fig. 5, the two half- shells 12, 13 of {hle- vacuum chanber kel ooel a second

openi ng 10 faci ng the f| rst opening 9. Finally, fig. 4'strows—avrew
corresponding to. fi 1, in which the two half-shel]ls 12, 13 of the vacuum
chanber 8 2R B’é’féﬁl ane ApRARE Awai(h8)oso ey stithim theropsmiag tarea mféh caseaene st
its open, its two

| at er al eéxéf&sﬁ%ﬁ'@%a&@%ﬁées%gﬁdrgél?%}lg g}grerg?%&u%c {l?:’gfs)(?)f t he support 1.
The function of the apparatus according to the invention will now be

expl ained. On reaching the state shown in fig. 2, i.e. after the vacuum
chanber 8 2las\ppacsesdfor dillidg thé spa:lmgt‘prSfahabajed)poudtm svihpeo fillin, devicea (20 rfor
source or ction device s connected e | pwe econd o in

i ch 1 ac S0 EPBRERPALS45n e STRERE o A o AEARE BBy & PV PEvF i)
resi st anceod ipballs tMRdf pdutheOBRN NS debicl (18P AL URARE Umptt FRhbH!
vacuum f or ns erern, st an i nflow corresponding to the su n takes
pl ace thr @hgiacﬂehzed)bye rannapparatis. for apesming pyefhbricatedi pduchésosmedrdinfy oﬁe pfidhe
pouch in the vi ing2 y of the opening zone. The cooperation of a slight
vacuum on 4#@ faces of the pouch and an air flow encountering the
openi ng zone | eads to a gradual pouch opening. This opening novenent

continues in accelerated form because the first opening 9, through which
the anbient air

ABSTRACT

Method for opening prefabricated pouches for the subsequent filling thereof, each pouch

having a circumferential seal and an opening zone, with the steps
a) holding a pouch on a support,

b) introducing the support with the pouch into a vacuum chamber, which has a first opening,
which faces the opening zone of the pouch and is connected to the environment, and a

second opening remote from the opening zone,
' ¢) suction of air from the vacuum chamber through the second opening, with a volume flow
adequate in order to produce in the vacuum chamber a vacuum with respect to the

environment, through which the pouch is opened,

d) moving the support with the opened pouch held thereon out of the vacuum chamber.



frows into the vacuum chanber 8, is increasingly closed due to the

I ncreased opening of the pouch. Finally the end state shown in fig. 3 is
reacheds in which the upper edge of the pouch 5 engages substantially

agai ist the edge of the first opening 9.in the vicinity of its opening zone
and consequentiy the free flow cr dsaregude do¥ersiotinbi ent air flowing into
the vacuum chanber 8 has been very significantly reduced. As a result of
the continuing suction fromthe second opening 10, as fromthis point, i.e

as fromthe appllcatlon of the upper ed of _the
9, an |ncreas@ﬁ@iﬂﬁﬁhﬁhﬂbﬁBﬁABéM£ §@aéhéﬁ%ﬁﬁﬁi@%§3§§5%§§§$§%£ enlng

this vacuum the pouch 5 is expanded t?o*dt‘? @xtent possible without
destroying the circunferential seal i n*rrre’“a‘rEa of the lateral and bottom
edges. The first, novably held | ateral edge 6 of the pouch noves in the
direction of the second, held fixed |ateral edge 7 to the degree necessary
for expansiThe. invention relates to a method and an apparatus for opening prefabricatedz{tubulqpe

pronounced f th h d
T mum,  C bty = Selhen ot Wil B gpeenegauEEAr Be A Gl O,
exi mum f i l\Ll'n@Q iYL hﬁﬁ%@ﬁ%@%ﬂ% z[r@tﬁé‘fotr oBénife SRR paudhep| astic deformation

in the sealing area, said expand e shape is mar nt ai ned automatically for a
certain tine, i.e. at least up to the following filling process.

For numerous reasons, e.g. relating to material and cost saving, as well as envirommental

considerations, nowadays efforts are often made to replace the hitherto widely used tin cans

ey,

e by pouches, which can be manufactured with a much smaller use of material.

The reason why such pouches have only been used with hesitation and substantially only
when the quantities to be packed are very small is that the handling of prefabricated pouches,
whilst maintaining a specific shape (dimensional stability) encounters difficulties, which more

particularly applies to the opening step, which precedes filling and sealing.

In a prior art installation, the opening of prefabricated pouches in planar form, which are
generally rectangular and have a circumferential seal and an opening zone has taken place in
that a pouch is gripped by grippers at its two lateral edges adjacent to the opening zone and
£ 4 movement towards one another takes place by a certain extent so that the pouch can be

opened.

This method is disadvantageous in two respects. On the one hand the opening of a pouch by
moving together the lateral edges is only possible with relatively small dimensions, because
otherwise the pouch would merely sag without opening, and on the other, due to the elasticity
of the sealing seams, the pouch can only be opened to a relatively limited extent, which leads

to a correspondingly small, maximum filling quantity.

EP-0 844 179 discloses a method and an apparatus for opening prefabricated pouches,
wherein opening of the pouches is realised by use of vacuum chambers being formed by two

separable half-shells and presenting, when in the closed state, at an upper face an opening



Fig. 6 shows in a diagrammatic plan view a detail of an installation for
opening, filling and closing (sealing) _Br_ef abri cated pouches, the opening
process being perforned in accordance wth the invention. The installation
has da continuous conveyor 2, to which a plurality of supports 1 is fitted

at regul arhajvﬂx%%\&h@ on WhEchGROYSHEH pduch®hgdded T He POhitHRY akée¥d bylsthtifhafl) fafST 1 ON
of the arrow I5 receives at its feed station 16 prefabricated pouches

ent eri ng i9ovetieg dieopeningaf the ipperdacer Tskaawn spparatusisveeddonepeaingrand fillingn a

correspondin tock or directly froma pouch nuf act ur.i chine, .
wher eupon CHegF B befll abls 6 Stend AGhER R hos PR Fribolin b Bt
whi ch are { gpegiarhol8iagendagd. d on a support 1, pass to a not shown filling
station and then to a nerely intinmated sealing station 21, where the

openi ng zone or upper edge of the pouch is sealed. The filled and seal ed

pouches are finally delivered to a discharge station 22 in the direction
of arrow 2Brereforertha PERhleip o the presenh inygntion i8do iprarads # Wstlpdand sy appetatist ikt

over a certain r ' n 3 ' : :
ol vi dual Fe ARl (nd, YAE WL B Brdnferk SR Bl S-S 280 be
provi ded, onercomevantihvithoanlimitetiomigrgerppacheasesn e refiably apenddoaridha phiticatar more

conveyor 2,,.the nov nt djrecti.on and speed of the engagi ng areas
coincidind”@ﬁgﬁﬁﬁpﬁggglW?ﬁ@“§@$ﬂﬂ§“ﬁ€ﬁ@é or 24 is provided at regul ar
intervals with half-shells 12, which cooperate wth corresponding

hal f-shells 13, which are not individually represented in fig. 6 and which

6212 er L Ints t ;ecr%g%i g{ag .lméﬁimemﬁdp%im,s €hié Hasbldht B dIAEbRIL tekibdWRirChet HfenGN ey Or
e’ prefabricatedy pouches, in which each pouch has a circumferential seal and an opening zone,
with the steps: a) introducing a pouch into a vacuum chamber, which has a first opening
facing the opening zone of the pouch and which is connected to the environment, as well as a
second opening remote from the opening zone; b) sucking air out of the vacuum chamber
through the second opening, with a volume flow adequate for producing in the vacuum
chamber a vacuum with respect to the environment, through which the pouch is opened; ¢)
moving the support with the pouch held thereon out of the vacuum chamber, wherein, during

the method, the pouch is held on a support.

Through the planned use of a vacuum and an air flow directed onto the pouch opening zone,

the pouch is reliably and completely opened.

Preferably, the pouch is held on at Jeast one first lateral edge. Appropriately, the pouch is
displaceably held on a lateral edge facing the first lateral edge, so that opening is not impeded.

The support preferably has a shell-like shape, which unilaterally corresponds to a completely

opened pouch.

The vacuum chamber can be formed from two separable half-shells, which receive the

sﬁpport between them. Appropriately, the vacuum chamber is substantially cylindrical.



adj acent to the conveyor 2, vacuum chanbers 8 are formed, as is intinmated
infig. 5 |In addition, the |ower openifgg 10 of the vacuum chanber 8

fornmed by the two half-shells 12, 13 is linked within the opening area in
an appropriate manner to a vacuum source or a suction device, so that the

pouch openTHaKMf Sscafiiy @xtedbeiel el SisthRE OF ehel Rilcairh \CRarthBer! THS sechnd Spénih$
carried out. At the end of the Oé)eenl ng area 18, the conveyor 2 consequently

carries cowpbeledaieddpadess oppeitedee Hrstfapg-ch are in each case held on
supports 1. The net hod according to the invention and the apparatus, as
indicated in fig. 6, nmakes possible a continuous processing of pouches at

hi g sbeedefify, A HirhiRhneROH OGP PIHACpeARE Bolch GftkbaRly 4@ Mgt BFRLhSL Y

opened.
CLAI M5 - dpenivktand dubstantialbe clossy the kited Thag idael toihu chetinupdy sictivn biieir through
subsequent _filli gg t her eof ,, each . . .

the second opening, an increasing vacuum is built up, which largely expands the pouch

counter to the inherent elasticity or plastic deformability of the sealing seams.

The invention also relates to a method for filling prefabricated pouches, in which the pouches
are opened, filled and closed, the method being characterized by an inventive method for

opening prefabricated pouches.

From the apparatus standpoint, the set problem is solved by an apparatus for opening
prefabricated pouches, in which each pouch has a circumferential seal and an opening zone,
with a) at least one support for holding a pouch, b) a vacuum chamber having a first opening
facing the opening zone of the pouch and being connected to the environment, and a second
opening remote from the opening zone, and ¢) a suction device connected to the second
opening, wherein the pouch is held on the support and the support is received in the vacuum

chamber.

Preferably, the support has a first, fixed clamping device for the fixed holding of a pouch on a
first lateral edge. Appropriately, the support has a second, movable clamping device for the

movable holding of the pouch on a second lateral edge.

The support can have a shell-like shape, which unilaterally corresponds to a completely

opened pouch.

The vacuum chamber is appropriately formed from a first and a second half-shell, which are
separable from one another and receive the support between them. The vacuum chamber is
.appropriately substantially cylindrical. The first opening can be located in a first face of the
vacuum chamber. The second opening can be located on a second face, which faces the first

face.



pouch having a circunferential seal and an opening zone, with the steps

a) introducing a pouch (8) into a vacuum,chanber (8), which has a first
openi ng -(9) facing t he openi ng zone of the pouch and which is
connécted to the environnent, as well as a second opening (10) renote

from the et 4608iangchbnSl Skl fafite ehing pohltPedtAEUUN HRAAIETE Uy fiph

t he second openimg, w a vo 0 equate for producing 1n the
vacuum chapesing and auhstantially ¢loses $pdattert o t he envi ronnent, through which
t he pouch is opened; c) noving the support with the pouch held thereon
out of the vacuum chanber, characterized in that, during steps a) to c),

t he pouch S |.d qn ar . t hod _accordi ng. t aiml,

character iétg%aslt Hn%] E%poﬁﬁgggg% olné ﬁ%sél)hglféhg%? % é’g?uughél%f‘?dbreg ? a g‘? éi‘t%é {Re%lge

(7). * first, rotating conveyor and at least one second half-shell to a second, rotating conveyor, the
first and second conveyors running adjacent to one another within an opening area, so that
within said opening area in each case one first half-shell and one second half-shell form a

vacuum chamber.

The invention also relates to an apparatus for filling prefabricated pouches, with a filling
device for filling empty pouches, a sealing device for sealing pouches, a removal device for
) removing filled pouches and a feed device for feeding empty pouches, characterized by an

inventive apparatus for opening prefabricated pouches.

The invention is described in greater detail hereinafter relative to an embodiment and the

attached drawings, wherein show:

Fig. 1 A plan view from above of a support fitted to a conveyor and having a pouch held

thereon (in the closed state).

Fig. 2 A view corresponding to fig. 1, in which a two-part vacoum chamber surrounds the

(o support.

Fig. 3 A view corresponding to fig. 2 with the pouch open.

Fig. 4 A view corresponding to fig. 1 with the pouch open.

Fig. 5 A diagrammatic perspective view of the vacuum chamber.

Fig. 6 A diagrammatic view of a filling and sealing installation for pouches.

The method according to the invention for opening prefabricated pouches will firstly be

explained relative to figs. 1 to 4. Fig. 1 shows in a plan view of a support 1, which is fixed to



3. Method according to clains 1 or 2, characterized in that the pouch is
di spl aceably held on a |ateral edge (6) _tacing the first lateral edge (7),
so that -opening is not inpeded. 4. Method according to one of the clains
| to’3, characterized in that the support has a shell- |ike shape, which

cor r espongschidii 3, 3H1éRédnYin tp@rtﬁuﬁpﬁ@iaﬁi &t Y/ roRIRR 8B ROHCARd to sald cNﬁh kRad be fixed

according to one of the preceding clains, characterized in that the vacuum
chanmber | snfoutnally $paced mamnes @dalrgamumbhlabﬁ fugther, fidentiged supBts. Iuwross-weben ve
t he support_bet we

clai e, o i T SRR, iy sueGIRTCR, eBralel 1R PO o R S 4l

cyl i ndri cdbeated in one plane. A prefabrlcated pouch 5 in planar form, is beld in fixed maﬂner in the
- bearing surface 4 and in displaceable manner against the bearing surface 3 by means of not

shown clamping or gripping means.

In its simplest form, the pouch 5 is rectangular and has an overall U-shape, circumferential
seal, whilst leaving free an opening zone, so that after opening and filling, the pouch can be
closed by sealing the opening zone. In a further developed construction, the pouch 5 is
provided with a bottom fold, which makes it possible to place filled pouches on a planar
substrate, e.g. a shelf base.

In known manner, the pouch material can be plastic, metallized plastic, a composite material

of two or more paper, plastic and/or metal foils, etc.

Fig. 2 shows a vacuum chamber 8, which is arranged around the support 1 With the pouch
held thereon. The vacuum chamber 8-appropriately comprises at least two parts, which
engage in half-shell-like manner around the support 1. For example, one jointing plane can be
located substantially in the plane of the pouch 5, or perpendicular thereto, i.e. substantially in
the presentation plane of fig. 2.

As is further indicated in fig. 2, the substantially cylindrical vacuum chamber 8 is provided on
its upper (above the presentation plane of fig. 2) face with an opening 9, whose boundary line
substantially corresponds to the cross-sectional shape of the support 1, or is correspondingly

supplemented on the opposite side of the pouch 5, seen from the support L.

Fig. 5 serves to further illustrate the vacuum chamber 8, which in this case comprises two
vertically split half-shells 12, 13, between which is received the support 1 for the not shown
.pouch.

Fig. 3 is a view corresponding to fig. 2, the pouch 5 being completely opened. It can be seen

that the first, held fixed lateral edge 7 of the pouch has maintained its position unchanged,



7. Method accor di ng to one of the precedi r6‘|g clainms, characterized in that
the first opening (9) is in a first face”of the vacuum chanber. 8.
Met hod according to one of the preceding clains, characterized in that the

second openi,n 10) is.in . ac m chanhber, face..opppsite to the first .
Face, Pomten i eutratd B BHE BPRHE s BEBUPREPBr s feid S ez
in that theo 35hpRBREEIY ofefiing ¥ et A of the pPRANARGarPANCH: RBHAULS 300814 har sdge
of the first opening (9) an substan?lally closes the latter. 10

Met hod f or the pouchgs basefean epilieddn flbsiefrss mannerifiteh carrrspensiingie shaped Seproweld
filled and | osed, .characteri zed by an _gpeni.ng .| h wading 1o one.of
the prec ediaﬂg Ogﬁglc ﬁ%h.el Slde’laf: 15 eﬁlh}agﬁ‘u@e fpggsg%lgg ivg%}& Bfgg.:%f\?%lg%ngp “due%ﬁ%ét,
i n which eagfadeoUshelagaiast¢hd &gl iiRMirkedpeniag 3| AandvisibledRENITAQS Z2BH evo WAIEH
a) at l|least one support (1) for holding a pouch (5), . . )

shells 12, 13 of the vacuum chamber 8 form a second opening 10 facing the first opening 9.

*  Finally, fig. 4 shows a view corresponding to fig. |, in which the two half-shells 12, 13 of the
vacuum chamber 8 have been removed again or moved apart and the pouch 5 assumes its
open, stretched form, assisted by the mounting support of its two lateral edges 6, 7 on the

corresponding bearing surfaces of the support 1.

The function of the apparatus according to the invention will now be explained. On reaching
the state shown in fig. 2, i.e. after the vacuum chamber 8 has closed round the pouch 5 held
on the support 1, a vacuum source or suction device is connected to the lower or second
opening 10, which faces the opening zone of the pouch. As a result of the air flow resistance
through the first opening 9 into the vacuum chamber, a slight vacuum forms therein, whilst an
mflow corresponding to the suction takes place through the opening 9, i.e. meeting the still

closed edge of the pouch in the vicinity of the opening zone.

The cooperation of a slight vacuum on the lateral faces of the pouch and an air flow

encountering the opening zone leads to a gradual pouch opening. This opening movement 25
. - . - . . . . e
o continues in accelerated form, because the first opening 9, through which the ambient air

flows into the vacuum chamber 8, is increasingly closed due to the increased opening of the
pouch. Finally the end state shown in fig. 3 is reached, in which the upper edge of the pouch 5
engages substantially against the edge of the first opening 9 in the vicinity of its opening zone
and consequently the free flow cross-section for ambient air flowing into the vacuum chamber
8 has been very significantly reduced. As a result of the continuing suction from the second
opening 10, as from this point, i.e. as from the application of the upper edge of the pouch to
the first opening 9, an increasing vacuum occurs within the vacuum chamber 8. As a result of
this vacuum, the pouch 5 is expanded to the extent possible without destroying the
circumferential seal in the area of the lateral and bottom edges. The first, movably held lateral
edge 6 of the pouch moves in the direction of the second, held fixed lateral edge 7 to the

degree necessary for expansion.

ERy



b). a vacuum chanber (8) which has a first opening (9) facing the opening

zone of the pouch and being connected to the environnent, and a second
opening.(10) renmote fromthe openi ng zone, c) a suction device for
produci ng a vacuum wi t hin the vacuum chanber (8), the suction devi ce

bei ng connethedronowided espanivd dpenprigh h2O)he advahateahiten hedné Ratdaimdhum
support is arranged Ia,s to.be able to hold ialé pouch (5).thereon, the support

(1) being r &R8FAI5I3ED
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device for the f1xed ho Ing O

e pouch on @a first er al

13. Appar at asometalsifogn teptand taheni.2lat deasthidh tochafodotveryi {dBol pnm&sbat t he
support has a second, novabl e cl anpi ng device for the novabl e hol di ng of
t he pouch on a second | ateral edge (6).
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Fig. 6 shows in a diagrammatic plan view a detail of an installation for opening, filling and
closing (sealing) prefabricated pouches, the opening process being performed in accordance
with the invention. The installation has a continuous conveyor 2, to which a plurality of
supports 1 1s fitted at regular intervals. The conveyor 2 rotating continuously in the direction
of the arrow 15 receives at its feed station 16 prefabricated pouches entering in the direction
of the arrow 17, which have come either from a corresponding stock or directly from a pouch
manufacturing machine, whereupon they are opened at an opening station 18. The opened
pouches 3, which are in each case held on a support 1, pass to a not shown filling station and
then to a merely intimated sealing station 21, where the opening zone or upper edge of the
pouch is sealed. The filled and sealed pouches are finally delivered to a discharge station 22

n the direction of arrow 23.

‘The opening station 18 is so inventively constructed that over a certain running length a
vacuum chamber is formed around each individually supplied pouch. For this purpose a
second conveyor 24 is provided, which within an opening area runs very close to the first
conveyor 2, the movement direction and speed of the engaging areas coinciding (arrow 25).
The second conveyor 24 is provided at regular intervals with half-shells 12, which cooperate
with corresponding half-shells 13, which are not individually represented in fig. 6 and which
are fitted to the conveyor 2, so that within the area in which the conveyor 24 runs immediately
adjacent to the conveyor 2, vacuum chambers 8 are formed, as is intimated in fig. 5. In
addition, the lower opening 10 of the vacuum chamber 8 formed by the two half-shells 12, 13
is Iinked within the opening area in an appropriate manner to a vacuum source or a suction
device, so that the pouch opening process explained hereinbefore relative to figs. 1 to 5 is
carried out. At the end of the opening area 18, the conveyor 2 consequently carries completely

opened pouches 5, which are in each case held on supports 1.

The method according to the invention and the apparatus, as indicated in fig. 6, makes
possible a continuous processing of pouches at high speed, the individual pouches being

rapidly, reliably and completely opened.



- 10- . 14. Apparatus according to one of the clains 11 to 13,
characterized in that the support has a stel | -1 ke shape, which

unil aterally corresponds to a conpl etely opened pouch. 15. Appar at us
according to one of the clains 11 to 14 racterized in that the vacuum
chanber (8) is formed froma first (12)C second (13) half-shell, which
are separable fromone another and receive the support (1) between them

16. Apparatus according to one of the clains 11 to 15, characterized in
that the vatuMmiedaiheipehi@) préfablidisddapdichéd y5)cmt imdeiaduent fillihg MBRBS aLME
according to one of the clains 11 to 16, characterized in that the first
openi ng (9) Peuchihgriag eg¢ircymiergntinkieak apdan opening zangc vwithiherstarber (8).

a) introducing a pouch (8) into a vacuum chamber (8), which has a first opening (9) facing
the opening zone of the pouch and which is connected to the environment, as well as a

second opening (10) remote from the opening zone;

b) sucking air out of the vacuum chamber through the second opening, with a volume flow

adequate for producing in the vacuum chamber a vacuum with respect to the

environment, through which the pouch is opened;

¢) moving the support with the pouch held thereon out of the vacuum chamber,

characterized in that, during steps a) to c), the pouch (5) is held on a support (1).

2. Method according to claim 1, characterized in that the pouch is held on at least one first

lateral edge (7).

3. Method according to claims ] or 2, characterized in that the pouch is displaceably held on a

lateral edge (6) facing the first lateral edge (7), so that opening is not impeded.

4. Method according to one of the claims I to 3, characterized in that the support has a shell-

like shape, which corresponds unilaterally to a completely opened pouch.

5. Method according to one of the preceding claims, characterized in that the vacuum
chamber is formed from two separable half-shells (12, 13), which receive the support between

them.

6. Method according to one of the preceding claims, characterized in that the vacuum

e

A O

chamber 1s substantially cylindrical. —




18.. Apparatus according to one of the clains 11 to 17, characterized in
that the second opening is located in a second face of the vacuum chanber
opposite to the first face. 19. Apparatus according to one of the clains
1 1to 18, characterized in that the arrangenent is such that the opening
pouch engagédMethod aeoutigetoaetofithefireceting phiing gh4rterded is thas thenfiisabpenigl @5es
t he Iatter.;Si 2%._@&@&[%{ us qccqrdi ng to one of the clainms 11 to 19,
characteri Z&{ A Of the) BRI GAbeE nnort (1) and at | east one first
hal f-shell (12) of the vacuum chanber (8) is fitted to a first, rotating
conveyor (2) and at |east one second half-shell (13) is fitted to a second,
rotating co\néythsd 4@4)ding forfel dfhe HRENBWOHailm) ciARrRE] FEENe ‘s‘&%&%@émﬁz‘n
runni ng adj acent to one another within an opening area (18), so tha =
wi t hi n t he (@BEing vagwm shambartice epposishte the first fagal f - shel | (12) and one
second hal f-shell (13) form a vacuum chanber (8). 21. Apparatus for
filling and sealing prefabricated pouches with a filling device (20) for
‘; Ieln‘lollglg SgTV?}it. %g&lz?%tg %i'@c%r&@ to GheSftthd Bﬁc&ﬁf{é SIEIII(S,Z Harl i8S 120 tlfehaef‘raﬁgéjrﬁgn 32
such that the opening poucti €igages on the edge of the first opening (9) and substantially

closes the latter,

10. Method for filling prefabricated pouches, in which the pouches are opened, filled and

closed, characterized by an opening method according to one of the preceding claims.

11. Apparatus for opening prefabricated pouches, in which each pouch has a circumferential

seal and an opening zone, with

a) at least one support (1) for holding a pouch (5),

b) a vacuum chamber (8) which has a first opening (9) facing the opening zone of the pouch
and being connected to the environment, and a second opening (10) remote from the
opening zone,

¢} a suction device for producing a vacuum within the vacuum chamber (8), the suction

device being connected to the second opening (10),

characterized in that the support is arranged as to be able to hold a pouch (5) thereon, the

support (1) being receivable in the vacuum chamber (8).

12. Apparatus according to claim 11, characterized in that the support has a first, fixed

clamping device for the fixed holding of the pouch on a first lateral edge (7).

13. Apparatus according to claim 11 or 12, characterized in that the support has a second,

movable clamping device for the movable holding of the pouch on a second lateral edge (6).

AR YR



for. renoving filled pouches and a feed dgglce (16) for the feeding of enpty
pouches, characterized by an apparatus f openi ng prefabricated pouches
according to one of the clains 11 to 20.

14. Apparatus according to one of the claims 11 to 13, characterized in that the support has a

shell-like shape, which unilaterally corresponds to a completely opened pouch.
15. Apparatus according to one of the claims 11 to 14, characterized in that the vacuum
chamber (8) is formed from a first (12) and a second (13) half-shell, which are separable from

one another and receive the support (1) between them.

* 16. Apparatus according to one of the claims 11 to 15, characterized in that the vacuum

chamber (8) is substantially cylindrical.

17. Apparatus according to one of the claims 11 to 16, characterized in that the first opening

(9) is located in a first face of the vacuum chamber (8).

18. Apparatus according to one of the claims 11 to 17, characterized in that the second

opening is located in a second face of the vacuum chamber opposite to the first face.

19. Apparatus according to one of the claims 11 to 18, characterized in that the arrangement is

such that the opening pouch engages on the edge of the first opening (9) and substantially

closes the latter.

20. Apparatus according to one of the claims 11 to 19, characterized in that at least one

support (1) and at least one first half-shell (12) of the vacuum chamber (8) is fitted to a first,

~ rotating conveyor (2) and at least one second half-shell (13) is fitted to a second, rotating
conveyor (24), the first conveyor (2) and the second conveyor (24) running adjacent to one
another within an opening area (18), so that within the opening area in each case one first

half-shell (12) and one second half-shell (13) form a vacuum chamber (8§).

21. Apparatus for filling and sealing prefabricated pouches with a filling device (20) for
filling empty pouches (5), a sealing device (21) for sealing the pouches, a removal device (22)
for removing filled pouches and a feed device (16) for the feeding of empty pouches,
characterized by an apparatus for opening prefabricated pouches according to one of the

claims 11 to 20.
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