Met hod and Apparatus for Making a MediumFill ed
Packing Field of the Invention The present invention
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of two superposed heat-seal abl e el ongat ed webs of
plastic filmwhich are thermally sealed in
| ongi tudi nal and transverse directions of the film

web ' [ . A . f or.med
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i nvention furthernore concerns an apparatus for use in

meki ng a nmediumfilled packing of two superposed

heat.: seal abl.e el ongat ed webs of plastic filmwhich are
theFH%be&§égY%ﬁmPn | ongi t udi nal and transverse
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exa e, this is known by nmeking ice cube bags
medwherei thet fesedr packingeadrerfilled by | medinimtapd belgsed. The invention
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the liquid via a filling opening. Then the filling

opening is closed, and the liquid-filled packing is

ready for further handling. Furthernore, there is al so

SO- BAlHgRGud P61t Thientiod- S€al nachines where a filmis
drawn over a shaping tube, whereby the filmis folded
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t hebdgsl mis folded. Common to the prior art machines

is the application of strong and thick filns for

providing a sufficiently

Furthermore, apparatuses by which packings that may be filled with medium in the
shape of liquid are formed from two plastic film webs, which are either formed by a
folded/U-shaped film or by using two superposed separate films, are known. In these
designs, a packing is formed at first, which is subsequently filled with the liquid via a
filling opening. Then the filling opening is closed, and the liquid-filled packing is
ready for further handling.

Furthermore, there is also so-called form-fill-and-seal machines where a film is drawn
over a shaping tube, whereby the film is folded for the formation of a packing tube.
This packing tube is closed by a welding, and filling of the packing tube is effected
through the shaping tube around which the film is folded. Common to the prior art
machines is the application of strong and 't‘hick films for providing a sufficiently

strong packing.



strong packing.It is thus commonly known that bags are
filled with nmediumin the formof liquid, while they
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for carrying the weight of the bags. Particularly in
connection with bags that are thermally seal ed or
wel ded, a softeni ng and weakeni ng of the nmateri al
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i ncl udes, however, the formation of a bag. This bag is
subéequentl provided with a slit at gne side for
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I's gybseguURREPL 6dosed by thermal sealing nmeans that

wel ds the to sides together. According to this
techni que, the packing is thus not formed successively
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possibility of placing a liquid-filled packing

directly in_a sales unit and/or distribution unit. For )
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filling the bag with liquid. The system described includes, however, the formation of a

bag. This bag is subsequently provided with a slit at one side for filling liquid by
means of a filling‘ nozzle. The slit is Subséqﬁently closed by thermal sealing means
that welds the to sides togéﬂxef. According to this technique, the packing is thus not
formed successively while simultaneously being filled. Moreover, according to this art
thermal sealing occurs across thé entire widﬂ1 of the plastic webs so that a weakening
of the material appears such that the web cannot carry a filled packing. There is no
indication of the possibility of placing a liquid-filled packing directly in a sales unit

and/or distribution unit.

For many years there has been a wish of providing packings filled by medium,
preferably a liquid in the shape of water. Also, is has been desired to be able to make
such medium-filled packings in the form of ice cube bags, where ice cubes are formed

after freezing.



such mediumfilled packings in the formof ice cube
bags, where ice cubes are forned after
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wi sh to be abl e making ice cubes where the risk of
bacterial growth is avoided, assknown from traditional
i ce cube machi nes where*the ice cubes are forned in a

freggi c . eqver, there h al.so exi st ed
TR R T
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the maki ng of the packing can be filled with the

medi umirrespectively whether it is a solid nedium or

ali Ui? dium and irrespectively whether the nedi um
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magazine with the finished packings/bags.

It is furthermore a particular object to indicate a method and an apparatus where such
medium-filled packings can be used for making ice cubes, for making liquid-filled
packings/containers for water machines and for use in filling ice cubes directly into a
packing during the formation of such a packing, as the risk of bacterial growth is
avoided hereby. o

Description of the Invention

According to the present invention, this is achieved by a method of the kind
mentioned in the introduction, which is peculiar in that the film webs are passed
between a pair of rollers, that they are pressed against each other, retaining the film
webs therebetween, that thermal sealing is performed at a position downstream of the
rollers, that the thermal sealing is performed across part of the width of the film webs

so that at least one and preferably two or more unbroken longitudinal areas, where no



mentioned in the introduction, which is peculiar in
that the fil mwebs are passed between a pair of

wo Qbds@Bsis2 t hat they are pressed agai nst each oPOEDK2008/000027

10

15

0 Altﬁrnatlve

25

30

retaining the filmwebs therebetween, that therm

sealing is perfornmed at a positjon downstream of the

roll ers that the thermal seali ng IS performed acr oss

par width of the fi

one alt afhgg S5t ‘Wge%rmr#ﬁ})%%ﬁ glf%cﬁlof’ ﬁ? lfﬁ{nnngs that the
ar em‘edlmdil esr €éilled e theppacBidg|befge &Cis Widsed &ﬁp@ﬁhmgrthe medium-filled
| ongi tudinal directign of the filmwebs, that the

redPatking and |t dhe medumpallednagking ipwbsrquently fepargiegfiqm the film
for Jegsmng the mediumfilled packing, and that the
mediumfilled packing is subsequently separated from

the filmwebs. The apparatus accordi ng to the

i nv al r of

ol 8 abifoi REGHEERR oiclabodba s peb s MRS L rRlyal

meana phioof prllesstiengeenvehichothe il wabeara pﬁssedac h ot her for

retaini he film bstherebetvven
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at &,epébatvtdegn after the rollers as seen in the

conveying direction of the filmwebs; - neans for

fi | F PHELIIPGFPITHRS thepalseling theryaeans deing dlispasad i@ position after
clo acki ng; and

- neﬁg:%gﬁ‘%g ot %{ggg{r 'glltg ?%Igfe?’ ﬁg%u&gl u%ﬂl{ If}llggg%ﬂgckage from

t he- friehmn foe Gl ingtrheadiurp hIEO vheQIabkmg befhee thdpadiilg is elmbédnfgr formation

mean d d.fo rmng a thermal sealing
ext 8hi é“dﬁ‘i‘gdg gt he wi dth of the filmuebs,

S obt hl?hnsa’lbr b@a&tmg)ﬂﬁlrﬂdﬁﬁlrﬂfﬂ&(ﬁpﬁhhgé ﬁdpﬁ t}wﬁlfﬂ)wa)sl
unpr.oken on |tU|na alr eas ere not er na Se i ng
occHies theypadip qfthe hermah sealingimeans d¢ pdaptedoforgperfor@ing a thermal

fil gaygpexteReing aéﬁﬁtﬁ £ Qidf of ﬁletﬁlﬁl WESS 88 that at least one and

invention it iS possi to have a I'm st of age,

e| t preferably e of m umbrﬁkelndpmwéhlal @reaSOth@@I nprikeymal sealing occurs
cking webs, or

aI t gl‘t Ive foﬁéﬂ@%lﬁﬂ@ctﬁ#%ﬁ%?@@%@gt e filns that are

j oi ned for form ng the super posed el ongat ed webs.

y a system Xéco d?l% {ol tlh(ran p%gntblgv rlgr\l/ l1tqse %os?ssble to have a film storage,

either in the form of film which is folded into U-shape for forming two superposed
packing webs, or alternatively a storage of two séﬁarate films that are joined for
forming the superposed elongated webs. Alternatively, the film may be provided as a
tube which is pressed together, forming two superposed film layers. The two
superposed heat-sealable elongated webs 6f plastic ﬁlm are thus formed either by

folding a film or by superposing two films.

By the system according to. the invention it thus becomes possible to avoid using
readymade packings/bags. This will enable -making the packing/bag directly in or in
direct connection with a distribution unit/sales unit while simultaneously filling it with
the medium. Hereby, cheaper packings/bags caﬁ be used, and the user may avoid

changing magazine with the finished packings/bags.



tube which is pressed together, form ng two superposed
filmlayers. The two superposed heat-seal abl e
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by folding a filmor by superposing two filnms. By the
system according to the inventign it thus becones
possible to avoid using readymade packings/bags. Thi s
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whi lfe @htollibg aﬁbmaf/indfng lith fitgh intthe/\brilimaéy@ayTBRbweier, only one pair of
Here cheaper ackl ngs/ bags can be use and t he
usef© %ﬁ%/‘sa‘fﬁ'ﬁfl earﬁ ‘ng’ $ iaFfePaRpadnthiqygh ¢ ‘an‘ih§ Helder pair exert a

packy Mﬁﬁ? a8tee FfoBa tHasrilhd o8, Sihe rsa&%zm%@ of b*%ﬂeﬂ@tgﬁnﬁrtﬁe film is

passed between one or nore pairs of ers
confq b adapigd an thai thai frion wiep ddee néti slide betweéretho rallenawhen the packing

thetgwg@“ﬁ%%ﬁ% T of rollers is needed V\,_here

S are passe hrough, as the roller pair
exert a squeezing force around the filmweb. The

squ 2|n force erte ainst.the filmi
o aSleaty s i Ff B Rt SOLLE i DeiowBed Grmegiely aftr the
t herdiRtd ers when the packing to be fornmed is filled

with medium Means for mediumfilling and thernmal
seal ing can be provided innediately after the rollers.

Th h . . .
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bl otkierage hivgkisg frganscion tentiollingghe medinmdillimg 4ctibhi ng

action. The nediumfilling nmeans may e.g. be a liquid
supply pipe with shut-off valves for controlling the

fil Hhmgledfﬁheﬁnmgimmnf; intdyl 3¢ brEAlquideyppty fipe MEthash@brvalves for

sup I h shut-off valves for controlling the
fil F‘?‘%@H “%H]ééﬂhé’&gumfl [1i ng means may be a funnel or a
screw conveyor, the outlet of which being provided

with shut-off means for controlling the filling. The
mediammedium Alingeagess may b@ here Weter supiply pipe (Witheshut-b valves for

out ei ng prow ded vvlth shut - off means for
con%rtct)rl ﬁ&ﬁéﬁ%ﬁ{e‘m I 'I'ing. , : .

The medium filling meanS may be a funnel or a screw conveyor, the outlet of which

being provided with shut-off means for controlling the filling.

The medium filling means may be an ice cube machine, the outlet of which being

provided with shut-off means for controlling the filling.

The thermal sealing means may e.g. be welding jaws that are reciprocatingly moved

into and out of contact with the film webs.

Alternatively, heated rollers may be used which perform a longitudinal
heating/thermal sealing of the two webs to each other. The film web is advanced by

the rotation of the rollers which operate continuously or stepwise.

If the method is used for the formation of packings containing a compartmentation, as

e.g. in ice cube bags, welding jaws for the formation of the compartmentation are



The thermal sealing nmeans may e.g. be wel ding jaws
that are reciprocatingly noved into and out of contact
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be used which performa |ongitudi nal heating/thernm

sealing of the two webs to eachgother. The filmweb is
advanced by the rotation of the rollers which operate
oA A AN, o Sl continonsty
conpdichreafiltd with ligeid defpre ¢losihg the@ableing &g she fehalidhOof the liquid-
] aw§ f(gr C(%he formati on of the conpartnentation

ar e HOPdBIKEa| ternating with liquid filling, so that

conpartments are fornmed continuously which are filled
with liquid before closing the packing for the _
f or Ahe Mmsthogimanalse bejusedf with aefugithgkvelding Taves fasttheotbrmatjon of one

al s ﬁarHﬁe% it t _ [ ' f . . .
for rer%I? on o?’ %e%élgﬁnépg?twn@%% tﬂg{nge%%ﬁd,n@yo%h\%?ﬁ hahermltlng with
bei mgdiand filligedsdthabcintiatously theteds fatmedon largdn com@artment which is
fillLjn so t.hat, continuousl ere is formed a | arqer.
conBUP R BediHRCHTRE bF 1 birery! HEartskigeRb iamiag te Hduid-ille
cl Oﬁzidkgmgof the packing for formng the liquid-filled

packi ng. Irrespectively whether the nethod is applied
for the formation of a conpartnentalised packing or a

Pacittdifedivil) viRfeF QERRIHJIRE E%pllitea forife maﬁé%% fg{hd)%rtmentalised

bei ng enl arged by actuation ternating wt
f i | packing as agpacking iwid anglvempagmenththewslugir ofowhich deing enlarged by

med] fo I .t h tdy. forned packing at .first

wi | %éﬂggct)lr? ri %ﬁ\a{elﬂé g“%uﬁﬁﬁé }ti%lgg’péigk%éceaﬁ%eg?%u Ffen‘é'elght of the
i t smedivenfited thio ihegparthye fdrinel ipackibg fao figst obitlsdongibuteto pulling the
packi for, the farmati on of the djumfilled. .

Do cRickfe i crrine ipamgreriEny kT e SR be{pre Aesinghe packing for
| i ok dornafin bH@e nRdRGIRRE] plRRIhgt | on can be per f or med

in that the filmwebs are pressed together and wel ded

through the liquid. By using the nethod, the form ng

of Racki e . i _

o RAELARD, SORCRRE R AR LGB FBD) cobhihbtaion can
s U blzeeppufonmédinghat dimfiilimatelsaire pressedtdgethenbrdngeldal through the liquid.
performed sinultaneously with the nmediumfilling

bef ore cl osi ng

By using the method, the forming of packings containiﬁg one large compartment,
firstly a transverse therinai sealing is.performéd ‘and subsequently a longitudinal
thermal sealing is performed simultaneously with the medium filling before closing
the packing for forming the medium-filled packing. The longitudinal sealing may be
performed in one or more steps. Closing of the packing will usually be effected by a
further transverse thermal sealings running between the longitudinal thermal sealing
so that one or more closed compértments are formed between the longitudinal and

transverse thermal sealings.

The transverse thermal sealings will always have a length adapted for a thermal
sealing extending across a part of the width of the film webs, so that the above
mentioned unbroken longitudinally extending areas where no thermal sealing occurs

appear in the longitudinal direction of the film webs are established.



t he packing for formng the nmediumfilled packing. The
| ongi tudi nal sealing nay be perforned in one or nore
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between the | ongitudinal thermalk sealing so that one
or nore closed conpartnents are forned between the

| ongdtudi nal and transverse thermal .sealings. The .
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wi |l appear in | op‘gltudl_nal di rection of the film webs

10§ ¢ennBllede ke the, gacking, ras clgsing tvellt beeperfdrmed for forming of the

seald 1 i : ' sible to. use fil] ere
bR Dol 1 U DSOS s e i
wi t webuich thi ckness of filmand width of the areas in

order to carry the weight of the packing when it is
filled with the mediumin the position where it is

susPraaedoly 16MEuaRallPERendid SEastil Wvhiddio iR sBBRE is performed

filled into the packing, a closing will be perforne _

15 £ or mep b5 PRGVIPRd 13 eopreaiva aepss theawisil lef wbe filtnewehsndlowever, in a
e dpaiitdlicy QehoRAGHI WIS i r Rt WERS;
Th eb unbr pk}len Ipongi t%%%llfg %geg%%%gﬁ%%@%@gﬁ%%% Is an edge
no ¥Readiginieg gadhnlpngitudieal fedgerofl theafillevgbs 0 weldirgt fommyd in the

ar eg_a . W ' the filmwebs. Hoyever, [n a .
2 RegSia50 i s iy i T B 8 s i
t heﬁe}ll ﬂmsgjtetmgﬂmziala Qistaﬂ&f fr?nﬁal'ik:,c oy I kB oﬁblﬂfbaﬁ%d JWé;bg ithe case of two
eac ongi,tual n eqge. .o e 11 lmwepbs. wel di n

20 £ o BB HEby 21@03% 5 SAECH e YA IegHOY e Ares Wietse no welds
I N ppe@l BebudeArthe $\iv§ QéngitddinBewbRIYS Qoﬁﬁﬁg'sﬂﬂ edges in the packing,

transverse weldings are formed which form bottom and top in the packing.

Alternatively, between bottom and top there may be performed a transverse thermal

25 sealing extending across the width of the film between the two longitudinal weldings.
Hereby may be provided a division into compartments or sections of the formed
packing which thus would be suited for use in making ice cubes, but which also may

have individual chambers containing another medium. In such a situation it is
preferred that thermal sealing of the film webs and medium filling are performed

30 alternatingly, as the medium is suCcéSsively filled into the packing during the
- formation of the packing for forming medium-filled compartments or sections in the

packing before final closing of the medium-filled package.



may thus be made at a distance fromthe width of the
filmwebs in the case of two superposed webs. At both

wGe e/ ngdges there will hereby be an area wher ePEDDRR00d500027

10

15

20

25

30

appear. Between the two |ongitudinal weldings form ng
side edges in the packing, trangverse weldings are
formed which forn1botton1and top i n the packing.
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preferred that thermal sealing of the filmwebs and
medium filling are perfornmed alternatingly, as the
me di'ben mathed aoeé sapperatug édcbidmg itortthe tuineenpiare khayg tholisr barguited for

t he rnatlo of t.he ackln medi um ed
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C| OBi Nginfple Wag nid§ BelRpbidd @@r E&ﬁ*)é%%séd fovisloting AkiG dféﬁ*lbutmg the
possi bl e to make ice cube bags filled with Iiquid and

whi 16 Gihss- lesby s eplipyedibe ﬁéw&geutwdm yrquctamf ofetbs jligyid-filled
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cubes i s performed.” The ice cubes may t e noved

di r e 4 yetaibsterest or age conpartnent, eit her i ntended for

i mredi ate sal e/distribution or fron1mhere they may be
sold/distributed after a shorter or |onger period of

st oThgeis idhevedtfioahtagd cfpherladepmgaqeditie bf the fillbé product, and

|nv ntion th b uited for application in the |
CIGROTE LT Wﬂg %% g’é iests freguirgments rt‘g ?@rﬁtre%%tn ©h ghﬁ dpaterial as the

of ﬁn@a pidRadt AobSndt hate & BEhRANAXhGBNh MR vha3 RREStBN @hains from
a freezer used for storing and distributing the ice

cube®duqgsfasiailes achi eved t he advantage that the

production of the liquid-filled packing and the

freezing itself for the formation of the ice cubes can

be Haareduivanent it ssreagthef diel filst willethus'rlbmégriiﬁcaadh reglueail. In principle,

or o RS Sty T 8 e PU o R bef e can protect e

r egformedRaicebds0 the strength of filmmaterial as the

The plastic film does not need to ha§/e a strength so that it can resist the loads arising
during transport, where liquid-filled packings from producer to retail may be subjected

to considerable pressure actions.

If the system according to the invention is used for making water packings for water
machines/distribution units, the filling will normally occur in a separate bottlery, and
the water-filled packings are subsequently to be trﬁnsported to the retailer. In such a
situation of use, the water-filled packings may be provided with drawing taps so that

they are adapted to be placed immediately in a distribution unit.



filled product does not have to be handl ed through the
usual distribution chains from producer to retailer.

wabmsogqei renment to strength of the filmw |l PECBKR@®S/000027
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significantly reduced. In principle, the filnms can be
made so thin as technically possible, if only the
pl astic can protect the fornmed i ce cubes. The plastic
fil 0 0 _hav r Q. & it can .
res ri?tg Celza ?%agf;%%r ?lgrfl n% gﬁ ﬁs% {]g#sbpilﬂ‘tn,dt}akgr%a&mgs is to be
| i qulirderfsidnce deqpadikg g thef loahoguaihgcduringah¢ Elliigl witlayhebigquid-filled
subjected to consj.derabl.e pressur ctions. If the.
=y EEPRER SHOHERED TISTRLITA BUHEN ByAor (oo gt iy ocraieiigs transport
wat er packi ngs for water machi nes/distribution units,
the filling wll normally occur in a separate

th? fdqcisiveshimrasingingfaetor will be the weight that
subgeguR t | L eg: t Al : : -
Such 3 8 tarled QuE pRABOSHE Bl & rdal, (32 Berich darpyine abiley
be pfr thei filal invibetedi raadi therelya pefisedt Alsb inhesnnectnadithtlaghid-filled

to he.placed imediately.i.n. a distribytion i.t., The

t .hi 8&%1{2 . ar Wf‘tﬁrecﬂtﬂlﬂ?rf’ (}’VI'BQ] may, hawfed)r v l.ell’&ﬁ of g-qO litres .or even larger
|'i quokinde] it el bpadvahtageéous $o ik thesydieibdesdai@do BeGREChtBvention.
to the load occurring during the filling with the
liquid-filled containers suspended in the rollers as

wel B tyatﬁe thRink @A the thiuRitie® g&éﬁnt%g,%ésrégna{yr AMEPHtbre o fmmediately
practice it has appeared that the decisive

di nekeribshigrsgparated gpmm filnpwebsee anaigied ta $ubsequent tipatment.
carried during production, as a film product has very
inferior carrying ability if the filmis heated and

t heBelpgqent treatednt iAl the form efofiveeiniziofliquid! is mentioned above. Freezing

l'iquid-filled. packings for water containers, ich mg
hav&2% i LS Bero hr fepdBislp SP%FrSQB?m‘&SHﬁ’.%t,heifﬁm webs.
Wi | In fneadiaféBItnUSay Pe bis fiviaR@pd YoM Maked oB&rtif in welds in
the present invention. By the.making of the . _
e dthniFasYeresd disecsirg o she fila seebsayilldherpfore petf give rise to leaking of
| MEgiat €l fedeCls P&taithed SRAGR! &Y e W5 ARati
be c%%veye%etg&sjbgequeﬁt treat'ﬁeﬁygogld%g:ga(ﬂ%%éﬁ%g aton areas
t r ebetween the trandvers¢ wreldings. f reezing of liquid is
menti oned above. Freezing may thus be effected before
the individual packings are separated fromthe film
webOthet puiseqEensirdandtnt A, e.§.HeDatidiig, kediakonedaanémdeating or other
Pos%ingl e Ie%ka%es occurri-ng I'n welds in o )

s of subsequent treatment performed before the liquid-filled packings are

distributed/sold.

A particular embodiment of the:method according to the invention is peculiar in that
the longitudinal sealings are formed by a series of L—Shaped sealings, where the small
leg of the L is superposed the long leg of the L in a subsequent sealing action. In a
safe way is hereby achieved a longitudinal éealing without any perforations, even if
the film webs will be drawn downwards due to the suspended weight, so that they

assume a profile with side edges which are directed inclining downwards and inwards.

In a special embodiment of the apparatus used for making ice cubes, the heat sealing
means will include welding jaws which can reciprocate between an active position for

contact with the film webs in order to thermally seal the latter, and an inactive position -



the transverse direction of the filmwebs wl|
therefore not give rise to leaking of liquid if

wonesmssvg2i s performed before dividing into trposw&REB/000027
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separation areas between the transverse wel di ngs.
QG her subsequent treatment may ;8.9. be packing,
radi ation treatnent, heating or other kinds of

subsequent. treat ment perforned befqre the o
SPGB GBS0 PE. P FEY chebing theawelding jaws. The
par tdcgitbaiking HRHSMERNST BE Weldng RiwR 02409 be ipeffointed §@ichronously
invention is peculiar in that the |ongitudina

seaMithdle eanzeyipg pdthe fillingodigwd. of L- shaped seal i ngs,

where the small leg of the L is superposed the |ong

leg of the L in a subsequent sealing action. In a safe

way Ifi the imedainy fillingineeassl am frovigéd wilh biicking ahdang) itistpossible that the

any rforation ven if the filmwehs wl.l r awn.
clonEPE B Bpf SEeshsiuchf duoof kit ing dF fipiion. Thus
ass theemal qagl@fg’ bfGthgli filin (gbt&é&uﬂdg&ﬁumﬁ I filliflg 8drethel :férﬁihtiﬁﬁi of medium-
i ncLinjng downwards and inwards.. I n a specia . .
Aenbbh?mpameﬂﬁeorésﬁ&namﬁeé’sﬁom&d woatiggly beforg pEigal closing
t hejshaformed | THIY cimBRRS: Mipld filliAg ¢ Qﬁc]&ﬁ%sdﬂo% 13U B Ehbe bags,
can reciprocate between an actlve position for contact

wi t Whemsotherwise fepswpyrld e @stow Gllingér #hiqui¢ wae i runtibrough the entire

| at ‘ . . gy or pi Iy
oy g AR5 RO MBS ek b ol Bsges for
r ecfqpmagahe figal iguirfilied patkihfpe wel di ng j aws may t hus be
perfornmed synchronously with the conveying and the

filling of liquid. If the mediumfilling neans are
Pr 0Yhig enbiddinier | vid kihig bE§RARRulatly sufted BSShikifg tiiyatd-filld packing
medi um nmay be filled successive into the packing

dur Whight empydrairely. torRuBeazat apd | these 40 ian fobge tgpsIpaFPNt in a
We Do @i aHitFhith bdaly BE 1dcfed il £ rehif Sigte! ON OF

mediunfilled conparthents or sections may be perforned
altematingly before a final closing is performed. This

enaRl . iLd filling of packings 1.0 be used Lce

cunae e e ueyhork Al oo RRENIRiok Re 0 BEEPHIR 8 weatmen
filinin® a Stoeagkicomipaitmenst ih@ distribitiohaugithhti@ag bE idisposed in a retail
packi ng and throug a long series of ch E?ﬁrs i )

i nt SPELoANEEIHY By |SI°f‘}£g§§H’g’é’§mF%§rmfao 18iRYtiqmBnif whigh can be
| i opaekdfih b k&sh Ragki ng. ‘
In such a situation, the apparatus according to the invention may be combined with

special monitoring means so that it is only activated when the level of medium-filled

packings, e.g. filled ice cube bags, go below a certain value in the distribution unit.

By the system according to the invention, it will be possible to provide a germ-free
medium-filled packing. This will be the case by filling any packing with liquid or
solid. It is thus possible both in the situation where ice cube bags are produced and in

the situation where liquid-filled containers are produced for use in water machines.



This enbodiment will thus be particularly suited for
meking liquid-filled packing which is noved directly

wa 2ososreezer and then to a storage conpart meneCI/DK2008/000027
di stribution unit which may be located in a retail
store. According to the inventiign, any nmediumfill ed
packi ng can be brought via a treatnent unit to a

st OnRg&+ W&rtf'g?g%‘ﬁ“gt a distribution unit that may be

disposed in ar ore, or directly to such a

st ollage fobopiag! the idventiorawil bd explaitédoin movetdewsdili with efidgtence to the

be glcgce din.a rﬁta.i[ store. In such a situation, the
appalabirs ‘e APHG ™ o the invention may be conbi ned
with special nmonitoring neans so that it is only
activated when the [ evel of nmediumfilled packings,

S e. gFg 1 | d@ws aschemsiic digam ofn st Bathad eecordingitothe inaention;
theggdi stri is i Vel Vst [ ]
Ve Foni oy tEple nBYeih IR AAC GRLAk I bR, e method
medi um f i 4dcedingdc Kierigvenfibi;s wi || be the case by .

filking a acking wth |liquid or solid,. It Is.thus
pos CIEb o R Aot lity, oF A8 aPraRispS Socobtingln, b yehion, as see
produced fand thasidedre situation where liquid-filled
confai ners are oduced for, use in water . . _

10 rraci'ﬂgn%s. e 13 %{‘?IB?’PCOYICY’I% thy apRarAyuy shoveing K5y Jygsngge from the
the invengdpen Will be explained in nore detail wth
reference to the enclosed drawi ng wherein: Fig. 1
sholiig- & sdRwpaPrEiakyiey ohan afpartysiaceerdingiio e inventionti ng
to eql Lo, b j rd NCi t esign ..

o A6 HERY b Fbu & fthecnaf e B i\l Frel g i bucing o
to the inbhemvewion; &dy. 3 shows a schematic view of an

15 SRR 0S8 doriarA o peskox segapad e avention

shown in Fig. 3, as see fromthe front; Fig. 5 shows a
partial view of an_ apparatus according to the
i nvidgRtGhor F?rgﬁsp@dénxo{%stuﬁs Peloy will be provided) Wi tej same references

e foulpRbut fvakiBud FiguRPBAhE kSviAg cor di ng 1o

20 Detailed Description of the Invention

Fig. 1 illustrates a roll 1 rotating about a journal 2 for unwinding two superposed film

webs 3 which are advanced in direction of arrow 4. The film webs have longitudinally

extending side edges 5. The film webs are passed between two rollers 6 which are

pressed against each other for compressing and retaining the film webs 3

25 therebetween.

Under the rollers 6, a water supply pipe 7 is disposed, connected to a water supply

source 7’ in the interspace between the superposed film webs 3. At a position

downstream of the rollers 6, as seen in the conveying direction 4 of the film webs,

30 there is provided a welding station 8 with which a thermal sealing can be performed

for welding the superposed film webs.



the invention; and Fig. 7 shows a schematic di agram of
a further nethod according to the invention. Ildentical

woroms®syespondi ng features bel ow will be provi BeUDK2008/000027
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the sane references throughout the various Figures of
the drawi ng. Detailed Descriptijgn of the Invention
Fig. 1 illustrates a roll 1 rotating about a journal

for bs

R0, P AR 5 2 o
I ongxtbmxﬁngladrbgs paxttof deti digark detweelgths shie edges Sfdfldme ﬂ\lﬁbﬁ'ebs, so that
are_passed. between._t roIIerzlgq(% V\:hICE)aIe pr.e

agaPHe tRraken le\‘dlf‘ TS Th A ng’é‘fdéﬁl%df’@“ti‘ﬁ’e“ the film

filakmebs 3 therebetween. Under the rollers 6, a water
supply pipe 7 is disposed, connected to a water supply
source in the interspace between the superposed film

web Nepy I
Yo e R AT 6 s

t hearg preVIchbadeeamt do el ddegdgss At ofothe Silmi webswin die mterspace there
b f d f
supEHBseE Saieh SR el ThPETS cubtadtBrt 10 g Pegkinge i

with welding jaws (27, 28 see Flgs 3 and 4) extending
acroposs part of the distance between the side ed?es 5

of et peldinge iations §, {igngversaovelimED R rAre (g eiahliskad for mutual
ar e%a&tléﬁ %f |tﬁé tmdloldﬁzhepég%gé tlijd"I'H@lpaﬂdlﬁ%‘i%l' th 8F dofifeyed to a

[ m webs. di ment
| o ngjpragel il & whlcélrlealy hoivn foumt istilluserated gl mejl.iAdtepativelyt there may be

%g% Bgll%éé tqlglgl'eiasgt)ﬁ gt% C]gl.[? S II] %ICS(E)IQCROS&P g gnd'so'rraor 'érhoer s(aci(ga

nt er space
provi ded, forning |ce cube pockets 10 in the packlng

11, | d Ldi ngs. 12 ‘
o cinfhe shSut Spbo@iedt fisre st HPiaeoHatgn 14)ater the welding
| NOdtitihu fi‘hlsﬁﬂ&iﬁh RCHS aﬁé‘r thd ﬂ@ezﬁ’{itcéfé pﬂcimfg@ﬂl RA11 contain frozen ice

conveyed to a storﬁge 13 wh in the shown formis

i || ebes. a6 dhe waenfilesi into the p@cﬂim vigethg water sepplyrpipe Fds frozen to ice
st o a}ggfrg%%{gestgtmqr yate packings 11 are disposed in

random or or stacked.
Alternatively, it is possible that the welding station only pérforms longitudinal welds
and transverse welds for forming packing containers containing a single compartment
for the liquid. Likewise, it will be possible to omit the freezing station. By an

alternative method there will thus be filled containers with water.

In the shown embodiment, the unbroken longitudinal. areas 9 where no welding
appears will enable support of the film webs in the nip between the rollers 6. Thus

there is no need for other support means by the ﬁlling of the packings 11.

Fig. 2 shows an upright freezer 15. At the bottom of the freezer there is provided a
supply roll 1 with double-layered film web 3. The f11m web is passed up along a side
edge 16 in the freezer to an upper part 17 of the freezer. As shown in Fig. 1, the rollers

6 and the welding station 8 are provided at an upper part in the area 18.



In the shown enbodi nent, there is illustrated a
freezing station 14 after the welding station. This

wore@n®sebat after the freezing station, packi nBST/hKk2008/000027
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will contain frozen ice cubes, as the water filled

into the packings via the waterysupply pipe 7 is

frozen to ice in the freezing station 14.

Al t [ | di ng station

onl y 90 q{l@o\?%%’ i J:c}nvlafedgﬂnaltﬁe Se éﬂ?%st %\ﬁswg roge Gonveyor belt 19
f or vﬂmims pgpsprhmiounrgtvammllans r2er 'Eha:mkmgznl ]nge plaeechql the upper run of

ar.t t e Li kew W |
© e B el B, i cptiogimpelih st eprsip Phkings may be offected at
al tqrdwémmgsﬁab,hgd there will thus be filled
containers with water. In the shown enbodi nent, the
unbr oken | ongi tudi nal areas 9 where no wel di ng appears

wi |
bt ﬁ%ﬁﬁ?k@ f‘t.'(l)’i? @géa&atgyfn 1%1%5 o&!uhglr g@?%\rétg s%#e%gaéﬂb F%tatlo 21 wh1ch is
suppuavidedentiribe lopd tohehd belk i18gThé hqhﬂ-fpbdkpanbag 11. w‘r‘H gms first be

2SSO R B R RE gl Ao Gy ARG, B B freering

doubbrapdraysik 22l ad inHMdAﬁberzen'Baauﬁgsl m V\Eb i's passed up
along a side edge 16 in the freezer to an upper part
17 of the freezer. As shown in Fig. 1, the rollers 6

andThé @or\ﬁﬁi:ﬂhéiﬁ 23tlli e §:¢f:é’z'23{=e cRhPAntiae A@(:orﬁga.r éh? 23 hwherein the

part in the area 18 The filmweb is conveye
wel Himgebtinplpesd ‘Bﬂlctmwtsedﬁ the froering/eympaginent] vwm a§ra Gompartment

D a8 Rloc e %t ol Ry R et Bl frus e providea

enbwithisesotagion bf thdicoinphmmentr2dn shichr fedeging wkpem:;&e M&uhatigained by

effect ed at the Idi n‘ atio , nativel

sepSTRPPYY kpgyn B‘éé}’égfeee pﬁal@m‘? %a%l’glﬂ gﬁate‘i in a
2 1shipl &l the cudkdandrgl Gz‘iil Hévetah&sﬁfdial&f ouk B fREA Q&mgﬂ}ﬁi doors 25.
liquid-filled packing 11 will thus first be separate

fromthe web in the station 21 so that they fall down

i nt [ t [ I
paCEll ﬁgjs En%f}ﬁ esﬂgvgclnggftﬂfﬁe i?}i?xpgvgl?% 1??)21%9@&1 aYd%Jﬂ&'&l rollér°%F Pefore it goes

conpiweenetie roliers 6rmeasmgmmzt3eam other and hegaifing nlnewﬁhn iveb. In this

| . d t
AR e T ——
fr owt}dﬁrgefermmgemgw bl@}imtbeisr @ad evhichi ddes nbtiexthel Mressitheentire film

web. Furthermore, there is a second welding jaw 28 which is intended for a transverse

termination and separation of the packings 11 from the film web 3.

The weight to be canied by the rollers 6 will thus be weight of the liquid-filled
packings 11 located between the water supply pipe 7 and the lower end of the welding

jaw 8, where separation is performed.

The separate liquid-filled packings 11 are then laid on the conveyor belt 19 and

conveyed in direction of arrow 29 to Subsequent treatment and/or storage.

As alternative to welding jaws for separation, scissors, knives or similar may be used,

provided in separation station 21 which is located at the end of the belt 19 (see Fig. 2).



with insulation of the conmpartnment 22 in which
freezing tenperature i s maintained by commonly known

wo emRosqgqees. The upright freezer 15 may be cabP@EDK2008/000027
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| ocated in a shop, and the custonmers will have access
to take out the frozen packi nggqvia doors 25. Figs. 3
and 4 show how the filmweb 3 is passed around a

rol lL,er. t r . L
87 AR o A9 T3 YRR WL BRI b yocing o 2,
vvebfortrmmbucketslé@fcgmefohnatxmlodinaeg:ubetsat_| on is formed by

a first welding jaw 27 which provides a wel di ng

form ng single chanbers, and which does not extend

acr as thetdiger@ideiegesf the ﬁeamgs infrdita@mardifectiéidek&fdre@by L-shaped
second wel ding jaw 28 which is Iintended for a

tr a?f‘@l}@g%@r veldingh3Pi Hh ialsFlesslyseer iblowst pamof Jigid. the L-shaped

SSATRLEE TS By AE LB BBl KGRI o e i
pagWitEbﬁgman 1hd othert bdglheitrl]mdamldlm 3dafos the fpymhtjorpop the pockets. The
20 R 0 5 S B o RSB e iy subseaens
pacsdalifig THis 2hsurdshiiix 4 dight afl titRolemnsealigy isbprbliddd imNéhgitudinal

con ed in directi of arrow 29 tq subsequent ..
t r eSIFSERT. HFFAPEGHYE P .ﬂ& fension, OgeurERs 3t g i dpe| tgi the liquid-filled

] aWsorkfhers SRR AltkRfbn Witl SR § sorkEWhe %o%wﬁﬂdgkz{paﬁng"eﬁemamn of
be used, provided in separation station 2 1 whi

| octhe &dmayebtasdndieniedgm Kigc. Bhe L-shapedseafiguratiorf thssqahngs 30 will
di ngs are

For ShE U bt BRRT dpdfu Thisfon 8t 0B PEh SME 0930 o

the formation of |ce cubes. At the outer side edges,

L SRR 2 1 Mhgn o Pt f e Ben P B el 33 Hunning in

s eepngitudigiMireftivhtof e ffing andtpuridii€orhr @Eﬁiﬁ@%ﬂdﬂ@sm transverse
are _made with sl |%ﬂtly&greater I engBh in | ongitudinal

di r &Ectign obtherfHm 154 thensgalingsed S ROmEsPORENS) the dangthy with the
I e Of
Sl 95058 kDb gl s bIeBAAKEERL s 3g wihwelan

| us be superpose
| onigW 27y Th2s tiferet Wil appear aaweidmgepqugntas slél&lraneg in Tweg part of Fig. 4

" VR e en oot SO Y G ReRBRon 8 T 0" Pl on

occurrlng inthe filmdue to the liquid-filled
cause a _sonmewhat

\r;:#l'\ﬁag aéovysag ggrgﬂg h%\felgvzlﬁglz)ﬁm G%ngap view of the apparatus according to the

invention. It appears that the water supply pipe 7 is provxded with a valve mechanism

35 which is used for disconnecting and connecting the water supply concurrently with

the stepwise conveying of the film webs 3.

It appears that the apparatus includes a cabinet 36 in which water supply pipes, rollers
and welding jaws are disposed. In the Figure appears a shaft 37 for one of the rollers
6. The roller 6 is pressed into. abutment against the other roller 6 l(not shown) by
means of a spring bracket 38 which is mounted between two anchoring points 39 in
the cabinet 36. A corresponding Spring bracket 38 is provided in order to press the

second roller in direction against the first roller 6.



the filmweb as indicated on Fig. 4. The L-shaped
configuration of the sealings 30 will thus conpensate

wo 2008861 apering formation of the filmwebs. Bet/nEews000027
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the L-shaped sealings 30 are formed punctiform

sealings 33 running in |ongitudisnal direction of the
filmand punctiformsealings 34 extending in

tr angieiaBigeld # G4l bOSurBEieh\Gif 4 &; - i

seal i Qigs 3%9clor res pondsletiﬁﬁéglﬁgﬁggﬁjémﬁ?ﬁéepﬁgg?l&:ﬁ% spring force
web 19 adyeitedatodtbeidhe efusezing fardedetvery the sudmdigrsetis sufficient to retain

t he seal 1 h | di [aw 27. us there wll
apperﬂg;?! 'y ﬁ%e@%geéjm%%? tw\éﬁﬁgﬁgﬁ? JF‘I”G%W%P H’ei bk rlopgjpydinal areas
of ihgre nb théridal $daling ocvgst L- shaped sealings 30 in
superposed condition. Fig. 5 shows a partial, however

nore detail ed view of the apparatus according to the

| NV BGitheore ik s@RREPrRg bhaketld0svmed ﬁ\r{%s?écfﬁﬁ !ayarmh&gng géiﬁts 41. The

provided with a valve mechani sm 35 IS use
di s eRsgrackel 48 serves imenge ishaftst 42esupporting siuiyp wheels 43 for wires 44.

con I | e .St 1.§56..conveytng, of .tthe film
et Sy e Mook Bl RS EE YT B iyt 6% by R motor for
calbgaﬂﬂxlismﬁgimremirmtm@mmgem:mp?ﬁfhtha iF\paaing riawk @7s 28nd the thermal
wel di re di sposed. In e Figure appears a
shaﬁaﬂ%g]b’?tggﬁgﬂé”eg?' the rollers 6. The roller 6 is

pressed i nto abutnent against the other roller 6 (not
shomg)e bl)é, means _of a spring bracket 38 which is
mouhbeeldingiawn 27\%8 ap erayided gvithol Feflonddm 45 whishdasipiaseable and
36. which pfdvemP aRA RO i Ry QW | n

ordveyr Ct% press the sgoggn%&?g{i}%g?g}onﬁgi‘df gdél?éjgwsgzg%ghst

the first roller 6.Alternatively, it will be '

suff4i cj Sj e, spring _bracket, if only. the . i
spr VofR dl'eig 3§ 550 Jtel 2ok de enieeB fop srfipe e deciorocating
bet mewmdnhef thevetdihgd aws 26,485 sufficient to retain the

two superposed fil mwebs by the squeezing of the )

unbr oken | ongi tudi nal areas where no thermal sealing

OCCEIES6 ilusirhiBe ¥ aReinSorS § W1 EnS A 10 ﬁk%&i&i}xﬁ gzgav ‘Q‘?'l}%g a pattern

is fastened at anchoring points 41. The spri brac
40 ¥ gsizervohich pelesshan geapidthefipbe filmgvebsidv es wiseéhdicatdl in this

f orgw ' - ar: it h-t.he i .
UM 5885 REDREE S et 8, Bposion
r edrgpsvesly nftheofiien®seb, afd prhjectienk didrigtephdatsto?iin idGh&longitudinal

thediltetc]t“;(‘(;nn%ic the film web. At the outer ends, two L-shaped projections 49 are
provided, having an elongated part 50 which is longer thﬁn the projections 48 and
intended to be disposed in longitudinal direction of the film web, and a short
transverse part 51 intended to be in the transverse direction of the film web. By the
special design of the welding jaw 27 is achieved the above mentioned L-shaped

sealing of the film web.

Fig. 7 illustrates a further embodiment of a method according to the inventioh, where

ice cubes 152 are filled into the formed packings instead of liquid.

Fig. 7 illustrates a roll 101 rotating about a journal (not shown) for unwinding two
superposed film webs 103 which are advanced in direction of arrow 4. In the shown

embodiment, the film webs 103 are produced by folding a film edge around one edge



sealing of the filmwebs. The welding jaws 27, 28 are
provided with a Teflon film 45 which is repl aceabl e

waenasokizeh prevents the filmwebs 3 from adherp@gypkeoos/ 000027
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the welding jaws 27, 28. Moreover, in Fig. 5 two
| ateral guides 46 are seen for jgnsuring the
reci procating novenent of the welding jaws 27, 28.

i gareg mairi(éﬁs b tﬁt]@s Eﬂg fi ﬁ’rﬁt&/ rlh&nhﬁlev\@o oﬂgtdd%\gllg%xtendmg side

The wel as a pa tern wth a
| es sdgehl aos tulitbl@ﬁ danthekide hdgefsl 106) the fitm Svebaarealos fpined when located
e patt rn of the

indic [ Fi gure. Th | di i

j aw™ IIGHe]E)I Eb &l weks ]4’-% PR RAPRG d’ef“(ﬁcnd?"’gpf ‘F’?i@% which are
tr aﬁl%h’s%ﬂsﬁéa}’nst)feaﬂh €thér! mrm@&npx@ﬁﬁlao aRd Sela?is tHS film webs 103
intended to run in the longitudinal direction of the

fi | thergbptwepr. t he outer ends, two L-shaped projections

49 are provided, having an eIongated part 50 which is

| onger than the projections 48 and intended to be

di sﬁnd@dhé rolleon 6t i diispobeddarr ﬁaeﬂiing mnif107 Her mitrbdmais@ice cubes 152

and. ort transvers art 5 nten be in
oty B Shterph Rt 3nd Rinrmdra S L BEORIa, s Adoutioh dSwnstream
desbUthe @blldrh@08els Gedilin B rvdysngddifdcawe do4 be ﬂ@bﬁmewebs there is
menti oned L- shaped sealing of the filmweb, Fig

i | | providsd @swelding statiep 108pbidh whieh pthemmalsepling %?élclz?r Bﬁrﬂgmed for
es 152 are filled into
| ot PR r%“éée%ﬁ""@@ %"5?“?{1‘3%”5353%#@1 iquid. Fig. 7

illustrates a roll 101 rotating about a journal (not

S ho’lﬂe) wff:l(c)ir urt]z\tMtiorﬁ 8§ gwfﬁ/\ﬁ will %ereg%olgfngdflﬁ lmr(yre\/\@el?qlls 1{1%}(& following, is

are di rect rSiP
shopvovided &dlhmﬁm)t weltlimg Jﬁwk meWel?s. Theeasxeendraorbys pakt by‘ the distance

folding a film e d.one; edgear ea, nar ke
105Pet “Y%“é’ the % ﬂa@& ? "?fg’ﬁg‘i"t‘ﬁ% an Vwen edge area 109
ext gnéh PdosdidRinPGRS A S une@lmﬁ%b at tie sida@dgd 1%, edges

105, the filmwebs are not joined-when |ocated in the
roll 101. The filmwebs 103 are passed between two

"0l herige KGN 137 5 BEASHRA AARIASE 156 HhiH Rfardelf running in

conp essi ng et'ai ning
t hepaididaveih theldidierdge 185 rThhsyese $6Blings adk pepﬂxmdd svith the welding

f eejgiwnnggrR ttrar:}s(\)/er]E: Qveldin nt rlqg engmlgcf‘raoncﬂg side e<21ges 105 to the side
edges 105" is performed. However, the weldmg Jaw is also intended for making
transverse weldings 130 which do not extehd acrosé the entire width, but stop at the
welding 129. By the weldmg is thus formed a packmg 111 with an inner compartment
110 in which the ice cubes 152 is placed As seen such a compartment 110 will be
surrounded by an unwelded edge area along the entire circumference, except at the
side edges 105°. |

As an alternative to the above described method, the superposed sheets 103 may be

formed by two separate sheets, like in the previously described embodiment.

In an alternative embodiment, it will also be possible to provide the welding station
108 with a further welding jaw extending in longitudinal direction of the film web,

corresponding to the welding jaw 127. Such an additional welding jaw may perform a



into the interspace between the superposed fil mwebs
103. At a position downstreamof the rollers 106, as

W@ e®R/089161 he conveying direction 104 of the fiPor/mEb®s/000027
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there is provided a welding station 108 with which a

thermal sealing can be performeg for welding the

super posed fil mwebs together. The wel ding station

108 ' [ e [ ’

Fol I'stiiagh thitacy 8GR h 8F e A BRECRE SbEsii0edelf 105 so tha
The $wo antirekeh ezdxgc exgs gafernet it lvagididitah dﬁectioatoﬁﬂerﬁlmheebs.

si de edges 105, 105" of the filmwebs, so that an

unbroken edge area 109 is left in |ongitudinal

d| r dht ifesding§ udin B0 7 inkRusvebfimheliiaped pate 1800 Wdich BY ide@ibes 152
geé%)Jaw 127 is perforned a welding 129 which is
| ar

%ﬁﬁmrﬁgsupwy panras 14 sAtlbe Roitera o theduenedsbapegepart there is a
Tr anﬁMﬁPé@cmﬁhau@g%n HECHPRY, fr&li&ﬁda dévb 1§4pﬁnw§} ng) mmtd&w The
128. A e

. ransverse wel di ng 12 exten romt SI
edgees cubss 152 whld thyische mtigés:ed_wweﬁs tlpieﬁfmwnbsi 103 by means of the
Hovvg 1 he welding jaw is also intended for naking
transverse wel di ngs 130 whi ch do not extend across the
entire vvidth but stop at the welding 129. By the

thusforrreda king 111 with an inner
w%h? cuppepfithe g cabest g 1f pldecieghiaierahaneing vithacyation of the

As SRRIheSEE 127,908 WRiMing oM 108, be surrounded by
an unwel ded edge area along the entire circunference,

except at the side edges 105 . As an alter native to

e TRLYBUESSHUE AT Ao DEGBUPTAPTY SAPEL AR muy be
pr espphiedlagtiviiesianddpenteattp oficack nther.Li an al ter nat ive

enbodi ment, it will also be possible to provide the
wel ding station 108 with a further welding jaw

ext Wiéhngus i Fiesd gackidp gl todbe Egririean tef weltBng ijAwn 1980is activated,
corresponding to the wel ding jaw 127. Such an

addFYabhsBRe {i EnsEerseaelding 12 and the paiky Bansyerse welding 130. At the
|°”£Hrﬁeuﬁhﬁa|thed{'érﬁ841'\%ldﬁg ﬁ»b%ﬂ ISR Res! R)?l’ﬁ%ngas 1§ part of the

side edges 105, so that two unbroken edge a
forl?éﬂltumnal d&‘@]dth?&{ A thidj timeg; tice qulss kﬂﬂemay |ben fildddsintoTHe (partly

ot gl ol FAIE S0 R g it o

107104. At the bottom of the.funnel shaped part there is

a
Then the welding station 108 is activated again. However, at this time only the
welding jaw 127 will be acﬁvated. Héreby, the weld 129 is extended. Hereafter
additional filling is performed. Such exténding of the weld 129 may take place one or
more times, depending on which content is wanted in the formed packing. When a
packing has been filled v?ith desired contents as defined by the rotation of the screw at
each sequence in which ice cubes are filled into the formed packing, the welding

station 108 is activated again.

In this situation the welding jaw 128 is activated. By the welding, transverse welds are
formed, as the welding jaw may contain several welding wires so that by the same

activation of the transverse welding jaw 128 a transverse welding 112 and two



U- shaped channel 132 in which is provided a screw 133
driven by a notor 134. The ice cubes 152 will thus be

woneososerezd bet ween the filmwebs 103 by neanspof/pkh@s/000027

10

15

20

25

30

screw 133. The introduction of the ice cubes 152 is
effected interchanging with actjgvati on of the wel di ng

jaws 127, 128 of the welding station 108. The wel di ng

St aty] / ' ' 8 that .

Do e A R T e o f R AL S o i cdees
t huof thefpacking.packing is to be formed, the wel ding jaw

128 is activated, establishing the transverse wel di ng

112 and the partly transverse wel ding 130. At the same

t i mAftet the weddihg erationed 8] tHediljed \WadkdrlesinSayarelth i

formng a fi rs% part of the I\gngi tgudi rﬁtﬁﬁﬁ%gﬁc&ymasms
t hi &%i me, ice cubes 152 may be filled into the

(partly forned) packing. After a filling, the film

webs 103 are conveyed in direction of arrow 104. Then

t he Bietheliemyodiment showro@ Fig. Acitiwillttbus beabssibliHawprovide a packing

t thi j | di faw 127 will. b : .
St 1lch shbdtE Ay Yor oS 0ok B by Bhasiied pawever vih bags in
addhicbried cubed dre digposed pevséle rwithdut theiae Ebceanl petkeds. t he

weld 129 may take place one or nore tines, depending
on which content is wanted in the forned packi ng. Wen

a PRGKione ot thRDY aclildiRe oMtewelBing 254 199,%ﬁ BhvaSe welding 112

defined by the rotation of the screw at each sequence
i n RAY GHbercestzblisl anainterseptionegr just suchhe Hedforatidn phatkihagindividual

t he ' j ' [ in. In this

Si LI TP 2hob} QbatR iy B BRI By e

wel di ng, transverse welds are forned, as the wel ding

ja tain sever.al | ding W.res. so that by the .

ke B9 B el S L B gl hesriorm o paria

t r affiliug nfter thelfiditrgeldihg sepovith\ @ agiitas Gﬂxbmﬁ&ffti'éeaéub]‘téﬁlixﬂﬁxe packing.
e

13Q.are formed at each side for the formation o _
si dFPBJYEE 6F cebes wHk RToVile ameight whichyeaniitikesstoaprodircing a pull
10&dvhktend tht FEH weBskoNgs may be transferred directly

to a sales
However, it is also to be noted that the conveying of the film webs will be controlled
by a stepwise advancing of the film. Such a stépWise advancing may e.g. occur by

stepwise advancing of a support upon which the packing rests, or by stepwise

advancing of driven rollers 106.

Also, stepwise conveying may also be established by using the welding station in a
situation where the welding j;iws are not activated, but only performing a pulling

action in the film webs.

In use, the welding jaws will be moved toa positibn from each other in order to avoid
cooling of the welding jaws by the ice located in the packing. The welding jaws will
thus be disposed with such mutual spacing that they do not prevent the downwards

travel of the partial packing between the opposed welding jaws.



unit. By the enbodi ment shown in Fig. 7, it will thus
be possible to provide a packing which substantially

wa@ersesgpends to the one previously described, POBKRN08/000027

with bags in which ice cubes are di sposed | oosely

wi t hout the use of freezing poakets. It is to be noted

that by activation of the welding jaws 128, the

tr ans¥e gVl i9 desthiBed Pe®bl aneﬁ)tpﬁﬂtds%‘%:@% in which ice cubes
i ntersection pr_*ust such a perforatron tha e

i nﬂl1 97 agdillagainte; the formed pln‘dgmg)bllﬁapaldla:trl]@g)e_f Irclfssibkeao hﬁlldthe packing
ot he . applying the nethod illustrate

in E?b?&%?ﬁ%@gﬁgl %ﬁ% possible to performa partia

filling after the first welding step with a limted

amoynt of Lce ubes.L%éthe gag?ing._Then t hese .ice .
cub&ECWISet LoV GACHRPSHOIRP gt aiefiding wihiQ7 whichds designed differently
pr otosi te ofle Bhivin, SdhéARAIYOistdASurkd R WRDArddiBing MPWRRIm through
it is also to be noted that the conveying of ghe Tilm
webtheviot welsled sigistedans| of dheivoasuperppsedSdmavieksnidB mpderfthe hallers 106
fil i i e r by
st ey T TesfoR R A BHEIELER T K bebon SR Ycic ng
rests, or by stepw se advancing of driven rollers 106.
Al so, stepw se conveying may al so be established by
using the welding station in a situation where the

wel ding jaws are not activated, but only performng a
pulling action in the filmwebs. In use, the welding
jaws will be noved to a position fromeach other in
order to avoid cooling of the welding jaws by the ice
| ocated in the packing. The welding jaws will thus be
di sposed with such nutual spacing that they do not
prevent the downwards travel of the partial packing
bet ween t he opposed wel di ng j aws. Even though there is
descri bed a nethod and an apparatus in Fig. 7 in which
ice cubes 152 are filled into the forned packing 111,
it wll also be possible to fill the packing 111 with
other solid nedia. Likewise, it will be possible to
use a feeding unit 107 which is designed differently



fromthe one shown, when only it is ensured that the
i ntroduci ng of nmedi umthrough the not wel ded side

weodyenswst2 t he two superposed fil mwebs 103 undeeT/DRE008/000027
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rollers 106 and at a position above the wel ding
station 108 can be controlled. GoAIMS 1. A nethod for
meki ng a nediumfilled packing of two superposed
heat - seal abl e el ongat ed webs of plastic filmwhich are
t herg"plg aled in longitudinal and transverse
directions of the filmwebs for form ng packings, and

when eign daf 3 Lidded by medium
cl osed, HIBE]%r afcgz{ g{r%?l sn meﬂ!tgﬁ’aﬁﬁ?%h%aci“ sSHRFPO eggﬂ@a-sealable
bet wivegated pmbs off plastid €ilrm, whicht ar heemaug masmdlonglmdmal and

aga Jve 2 t her ai ni.n e filmwebs

e AR R oS ionS Pt TS da fminepaskings sl avhsein the formed

pos padkirips deyilitd B Medfunt BRd E1ILddE CRarabldfised ﬂ?tﬂ;ﬂ%é"ﬁim webs are
erformad across part of the wdth of th

eal
? i | Pﬁ'l éﬂsf%mt heair oftrollerathat dbay asp prepred fagringlench oibern retaining the
nor A]k 'W%Qhﬁfbbétw&gﬂ g 'ﬂ{é% AR/ is %ﬁa@ % g?(%ltp&l q;ownstream of

seal i ng occurs, appear on [ irec

t hetheirpHerowethat, the ﬂmmalrﬁealnmjis lpmfomeﬂl dctossl pamiof thehwidth of the film

pac r 0se r.form

ned%lhgnhgls(?ﬁred ag}fc i Onn% angr;getg{?&f) Y e ?%H?q?rﬂ‘q“e’dmglmdmal areas,

pacthrg riosthemis eemmgtdcyms eqppeat i doigiRminkh Birddtiof oFBRS film webs,
ccor fj.llg% to claiml, characterised in that

t he F‘o‘??ﬁ et 5 filleddnte the,packmgrbsiare l}tI%ClQ?PdefQQ éorgpingsthe medium-

Pr OfildiBpRking, AACHarl (RO HeliMe] fitda e

3. I\/Ee?jﬁ%d agcordl %g to cll aim1 Igdr g aﬁc%@ﬁsgga?ed from the

t hafilm Websral sealing of the film vvebs and nedi um

filling are perfornmed alternatingly, as the nmediumis

successively filled into the packing during the

f ordré¥letbnd @fcardieg paclaimd, fohardcterised gn Qbﬁ e lﬁﬁgit@dll?al areas each
artnments or, section n the pac |ng

bef"é’?@‘%ﬂeﬁﬁlegé ?WQ"B‘PM‘E PearLiaREmIn s F%%f fp

Met hod accordl ng to any preceding clam char acterl sed

mtS@é eIongltudlnaI sealings are fornmed by a
serd- &lethd accandingdp claim lios gscharpetexisedrn thattherniabspalisg of the film

S URGSHE 918 nddAen IFARG 48 %eﬁgm{e'aeal&m'a&lﬁy,sﬁ BRE MMM is successively

seal i ng action
filled 1into the packmg durmg the formation of the packing for forming one or more

medium-filled compaxtments or sections in the packing before final closing of the

medium-filled package

4. Method according to any preceding claim, characterised in that the longitudinal
sealings are formed by a series of L—_shaped seélings, where the small leg is

superposed the long leg of the L in a subsequenf sealing action.

5. Method according to any preceding claim, characterised in that subsequent
treatment of the medium-filled packings, for example including packing and/or

cooling/freezing, is performed.

6. Method according to any preceding claim, characterised in that the separated

medium-filled packings are conveyed directly from the separation to a subsequent



5. Method according to any preceding claim
characterised in that subsequent treatnent of the

woredisesdtr | | ed packi ngs, for exanpl e i ncl udi ngpEBOKR20B/000027
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and/or cooling/freezing, is perfornmed. 6. Method
according to any preceding claigy characterised in
that the separated nmediumfilled packings a:te co?veyted
ir .on.to subseque reat ne )
ani ¢ preet SRS L BRSERL LB 1L Rl S5 RBPEARE siiai the medium-
di stfulepackiggst he nedi unfilled packings. 7. Method
according to any preceding claim characterised in
that the mediumis water, and that subsequent
tr el MRxHodbaechrdeRZioNghyl REceliig Jl@ﬁl%ﬁél%@ﬁgi‘sed Gif that (%1e medium is
performed. 8. An apparatus for use in the naklng_o_ a
e dV3ter-fand thay syhsequentirestmentby Siepringfos 8w fommdtionedicelis performed.
el ongated webs of plastic filmwhich are thermally
seal ed in longitudinal and transverse directions.of
t he8f Ah appeedoss fapuse irethe cmfiaklﬂ’ltgl dmbmédimacfgmqackigg 6|f ‘3’2‘2 glﬁ)erposed
ckin re fille a nedjum and cl osed, =
chal SR AT Lo s lastis Bt o B el et Papagindinal
bet wekmanshéred dirdttiohd bMheahlm RER f@ﬁﬁx%efgﬁnatioﬁe(ﬁgﬁcltiﬁgs, and where
e rollers against each other for retainrng

ressi t k ( rng _
|tO he"s“Fifrl‘;'rgﬁ"?éB%CkP’fgé 130 &l dy; 2 medinan gand elosgsk robarasitenised in that it
t hefBRlesseal i ng, the neans being disposed at a
position after the rollers as seen in the conveying
di rexpaipef rollers hesweph whish s film wetsrse passedf i | | i ng medi um

into_t cking before. the packi IS closed,for

for_mlalj' 'elglgsn @%f El{e Sgn%m%ael ﬂ%&eﬁ Iag&ﬁs% pegg%oﬁl&r }Qﬁ det-a%ﬁ@_ film webs
f ortherepawadri;ng the nmediumfilled package fromthe film
webs: that the width of the thermal sealing neans is

ad dp‘i"‘é"ﬁ‘sgi}’r P?E%W%f?‘ﬁ@wé SEABRRE msans beieg dizpesadiahg position after
acrms solRrs¥sberth ﬁé&n%ﬁﬁ%‘di?éctibﬁ‘@f thé hﬁh%ﬁ%’ so that

at | east one and preferably two or nore unbroken

| origPeans fordflling madiugniatoethp packingrbefdre $waiackigg droaesed for formation
apREWe xirléhiﬁx'ﬂ-eﬁﬂe‘a'}%ﬁiﬂgiaﬂﬁl direction of the filmwebs.

- means for separating the medium-filled péckage frorﬁ the film webs;

that the width of the thermal sealing means is adapted for performing a thermal
sealing extending across a part of the width of the film webs, so that at least one and
preferably two or more uhbroken..l'ongitudinal areas where no thermal sealing occurs

appear in the longitudinal direction of the film webs.

9. Apparatus according to claim 8, characterised in that the heat sealing means
include welding jaws which inay reciprocate between an active position for contact
with the film webs for thermal sealing of the latter, and an inactive position wherein

the film webs may be moved freely between the welding jaws.

10. Apparatus according to claim 9, characterised in that medium filling means are
provided with blocking means such that the medium successively may be filled into
the packing during the formation, so that thermal sealing of the film webs by

reciprocating movement of the welding clamps and medium filling are performed



9. Apparatus according to claim8, characterised in

that the heat sealing neans include welding jaws which
WOR008N8CsPr ocat e bet ween an active position foPCTDRR@S8H00027

with the filmwebs for thermal sealing of the latter

and an inactive position whereigpthe fil mwebs may be

nmoved freely between the wel ding jams 10. Apparatus

acc : t hat nedi

1 T Cendlp 15 Bl onk BERAEE FRARRCIR o acent feyiections in the
t hatparking hefdiefinabdosing of the medivmyfiled packdged i nto the

packi ng during the formation, so that thermal sealing

of the filmwebs by reciprocating novenent of the

wel di ng clanps and nediumfilling are

perfornmedal ternatingly for formng one or nore

mediumfilled conpartnents or sections in the packing

before final closing of the mediumfilled package.



