CHOCOLATE*FORM NG 5 - The present invention relates to the fornindqgf
chocolate into a desired shape nore particularly to a process for formungc
“of; chocolate in a solid or. sem-solid state. One nethod of formng o
chocolate into a desired shape is by 10 noul di ng. Moul di ng of chocolate

Is normally carried out in the liquid state by casting, i.e. pouring the
mol ten chocolate into a nmould followed by cooling. The noul ded chocolate is
usual | y dermoul ded quite_easily after cooling, due to the thermal

contraction oFHPRGLAFBCEPRMENGS it sets, 15 giving a product with an
attractive gl ossy surface. However, the di sadvantages of conventi onal
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I nvol ves the usSe of “rollers Ich al'so require a very high cooling
capacity. 25 I n our co-pendi ng EP-A-93114251.7 we descri be a process for

plasticall y eéﬁéUﬂganfa b2t £eeRlalgchs ce0aktect neeeky deBlieedaishapeis by
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upstream of acﬁggg&g Esﬁkkgtko%oﬁﬁﬁr%%X1%Q%d-by cooling. The moulded
chocolate is usually demoulded quite easily after coolihg,
‘due to the thermal contraction of the chocolate as it sets,
15 'giving a product wifh an attractive glossy surface.
However, the disadvantages of conventional chocolate
moulding are the requirement for cooling tunnels which
consume space and time, the product cannot be wrapped
directly because of the cooling step and it is not possible
20 to achieve exact weight control. The formation of the
chocolate centres for "Smarties" (RTM), currently involves
the use of rollers which also require a very high cooling

capacity.

25 In'our-co—pending EP-A-93114251.7 we describe a process for
plastically extruding a fat-containing confectionery
material which comprises feeding the fat containing
confectionery material into an extrusion device and
applying pressure to the fat-containing confectionery

30 material in a substantially solid or semi-solid non-
| pourable form upstream of a flow constriction whereby the
temperature, pressure, contraction ratio and extrusion rate
" are such that the fat-containing confectionery material is
25 extruded-subétantially isothermally and remains in a

substantially solid or semi-solid non-pourable form to -
produce an axially homogeneous extruded product and which
has a temporary flexibility or plasticity enabling it to be
physically manipulated, cut or plastically deformed e.qg. it‘

0ag6 |- -



t enperatuffe, pressure, contraction ratio and extrusion rate are such that
the fag-containing confectionery materi al “i“s™ extruded substantially
isothermally and remains in a substantially solid or sem -solid _
non- pourable formto produce an axially honbgeneous extruded product and
whi ch has a tenporary flexibility or plasticity enabling it to be

physi cal | y mani pul at ed, cut 0r plastically deforned e.g. it can be bent,
twisted or forced into a P- A- :931142 I bas an
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complete. However, because a subsequent cooling is not
necessary, thermal contraction does not necessarily occur
and, in some circumstances, demoulding and obtaining a high
quality surface finish may be difficult to achieve.

15 : _
We have now found, surprisingly, that it is possible to
form the temporarily flexible solid or semi-solid non-
pourable or non-flowable extruded chocolate into a variety
of shapes having a high quality surface finish by

20 compression moﬁlding, presSing_or deforming the extruded
chocolate.

Accordingly, the present invention provides a process for
forming an extruded fat-containing confectionery material
25 which comprises feeding the fat containing confectionery
material into an extrusion device and'applying preésure to
the fat-containing confectionery material in a
substantially solid or semi-solid non-pourable or non-
flowable form upstream of a flow constriction whereby the
30 temperature, pressure, contraction ratio and extrusion rate
are such that the fat-containing confectionery material is
extruded substantially isothermally and remains in a
substantially solid or semi-solid non-pourable or non-
flowable form and which has a temporary flexibility or
35 plasticity, characterised in that, while the extruded
product exhibits the temporary flexibility, the extruded
product is compression moulded, pressed, or deformed into

the desired shape.



of shapes *having a high quality surface finish by 20  conpression
moul di fg, pressing or deform ng the ext rud8d chocol at e. Accordingly, the
present invention provides a process for formng an extruded fat-containing
confectionery material 25 which conprises feeding the fat containing
confectionery material into an extrusion device and applying pressure to
the fat-containing confectionery material in a substantially solid or

sem -solid non-pourable or non- flowable formupstreamof a flow
constriction whereby the 30 -tenperature, pressure, contraction ratio and
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tool, and finally opening the mould to release the formed
product. If desired, the moulds may be cooled to assist
demoulding by hardening of the extruded solid product.
Advantageously, the moulds may be polished or surface

15 treated, e.g. Teflon coated , to assist demoulding and to
enhance the surface finish. Optionally, demould mechanisms
such as stripper plates, compressed air ejection, pins,
etc. may be employed to assist demoulding.

The compression moulded extruded solid product may be, for

20 ‘instance, a solid 3-dimensional shape or a hollow shell,

especially a thin-walled shell such as an Easter Egg. The
product so formed may.then, if desired, be wrapped or
further processed, e.g. filled with one or more other

foodstuffs, preferably a confectionery foodstuff such as a

25 dessert, wafer, caramel, fondant, ice‘'cream, etc.

The present invention also- provides a compression moulded
extruded solid product according to the present invention
‘'in the form of a hollow shell filled with at least one

30 other foodstuff, e.g. one or more of ice cream, wafer,

caramel, fondant, biscuits, praline jelly, etc.

Some advantages of compression'moulding a temporarily .
. flexible solid extruded product according to the present
35 . . L . . .
invention over injection moulding and other forming
techniques are as follows:



moul di ng tool, closing the tool under pressure to conpress the extruded
solid product into the shape of the cavity“ﬁﬂ defined by the top and
bottom hal ves of the conpression tool, and finally opening the nmould to .
rel ease the formed product. If desired, the nmoulds nay be cool ed to assi st
denoul di ng by hardeni ng of the extruded solid product. Advantageously, the
noul ds may be polished or surface 15 treated, e.g. Teflon coated , to '

assi st denDuIdin and tq enhance the.su e h. Optionally, denould
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present invention also provides a conpre55|on moul ded ext ruded sol i d

product accor ghRgpheshfgPiRAMe idateHd aanuallie d‘piarrl”atxe‘d avient |m§m |

filled h at Ieast one “3Q ot h stuff, e. nor

cream &\i}a er , O¥aPReMMa tigeddm °rb$’é’é{f “3 rPé%] ‘fr q‘%ﬁ: c%esglon
advant ages of pERERLRSS mfllﬁmdpi!ﬁw on ttmm@m;néq df eliddtel ity coExtheided
product accord'%%uh%dF%%J%hc ‘hléﬂ”¥§'é%né?é?iéd”ﬁvndﬁglé&%ﬁ&&i@ha“d
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conditions, the number of pieces being formed (i.e. there

could be a multi-cavity press), the complexity of the shape

15 and the size of the piece. In some cases, hand pressure is
sufficient to press the chocolate into the shape of the
mould.

A further advantage of compression moulding a temporarily
20 flexible solid extruded product according to the present
invention is the possibility of using “in-mould packaging”
where a food-grade lihing material, e.g. a packaging film, |
such as described in co-pending GB-A-95 04686.8 can be -
placed in the compression moulding tool prior to addition
25 of the piece of extruded solid product. When the mould.is
closed, the piece of extruded solid product is formed into
the lining material and the advantages of in-mould
-packaging are: |
a) the product is ready-wrapped,

30 b) thin-walled or delicate products can be easily removed
because the packaging film supports them and prevents
damage or deformation,

c) the packaging film can be used to carry the product
- through further downstream operations such as filling with

ice cream in which case the packaging film could then also
be used as the primary packaging, '



techni ques are as foll ows: a) the production rate is high speed, b)
there 4s no waste fromfeed runners as in<injection 5 nmoul di ng, and c)
the equipment is relatively lowcost - all that is required is an extruder
and asinpl e pressing device. The pressing device can be nanual |y operated
with levers, 10 or pneunmatically or hydraulically powered. The
conpression pressure will depend on the degree of plasticity of the

extruded product which is controlled by the .extrusiogp..c A '
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moul d. A furtBf advantage of conpression moul ding a tenporarily 20
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of the -piece of extruded solid product. Wien the nould is closed, the piece

of extr d solid product.  is _fornmed jnto
X Hﬂ? Thg egtruged Eolid product may also be pressed, for

instance, by stamping or punching. The extruded solid
product may be deformed by psssing between the nip of a
pair of counter-rotating rollers provided with '
corresponding surface depressions to plastically form the

15 extruded product into the shape conforming to the shape of
the surface depressions and releasing the formed product
from the nip of the pair of counter-rotating rollers.

Counter-rotating rollers suitable for deforming the
20 extruded solid product in the process of the present
invention are commonly used in the food and pharmaceutical
industry for a range of products, e.g. boiled sweets,
chocolate lentils (Smarties centres), biscuits and drug
capsules. The cavity formed by the two corresponding
25 circumferential depressions of the rollers may be almost
any desired shape, provided there are no'"negative'angles"
which would prevent the shaped product from releasing from
the cavity, e.g. spherical, ovoid, discoid or cubic. In
' addition, the surface of the cavity may be engraved or
30 embossed with any desired pattern which is to be imparted
to the surface of the fat-containing confectionery

material.

It should be understood that the temporary flexibility or
35 plasticity of the extruded product enables the product to
be physically manipulated or plastically deformed before it

loses its flexibility or plasticity, so that it may



the lining material and the advantages of in-nould packaging are: a) the
product is ready-w apped, 30 b) thin-wall®d or delicate products can be
easily renmoved because the packaging filmsupports them and prevents danage
or deformation, c) the packaging filmcan be used to carry the product

t hrough further downstream operations such as filling with ice creamin
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. fat-containing confectionery material, e.g. having a
10 thickness of from 50 to 100 microns. The presence of this
web helps to pull or demould the sweets from the cavity
surface of the rollers. It is not essential to have a web
holding the sweets together. However, if there were no web,
~ in order to obtain separated sweets, the rollers would have
15 to be held together under a very high - -pressure and this
would lead to increased wear of the rollers in a continuous

operation.

The rollers may, if desired, be cooled, e.g. to -15°C, -

20 preferably to from 5° to 15°C, for instance by means of the
circulation of a cooling medium e.g. water or a
water/glycol mixture through the central axis of each
roller. However, because the fat-containing confectionery
material is substantially solid or semi-solid and,

25 therefore, already at a relatively low temperature, e.gq.
below about 35°C, a high cooling capacity is not required.
However, a slight cooling,. e.g.to up to 5°C, may improve
the release of the shaped product from the cavity by
preventing sticking.

30
After emerging from the nip of the counter-rotating
rollers, the series of shaped sweets held together by the
thin web is advantageously treated to remove the web, for
example, by feeding into a rotating cylindrical sieve to
35 remove the web by a tumbling action to leave separate

sweets. The sweets may then be packed or fed to a further
downstream process.



the surface depressicons and rel easing the firned product fromthe nip of
the pair of counter-rotating rollers. Courtér-rotating rollers suitable-for
deform ng the 20 extruded solid product i'n the process of the present

i nvention are commonly used in the food and pharmaceutical industry for a
range of products, e.g. boiled sweets, chocolate lentils (Smarties
centres), biscuits and drug capsules. The cavity formed by the tmn
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continuously opening to allow entry of the product, closing
to mould the product and opening to allow release of the
moulded product. '

15 The rollers may be-made of a suitable rigid material such
as metal, e.g. steel or a plastics material, e.g.
polycarbonate.

The final shape of the formed product depends on the shape
20 of the cavity and its surface features.

The extruded solid product may be deformed, for instance,
by bending such as passing around a rotating spindle to
form a shape like a spring or a Swiss Roll: the Swiss Roll
25 shapéd product may, if desired, have a filling in which
case the extruded solid product may be passed around the
rotating spindle together with a layer of a different
product such as fondant} praline or ice cream which forms
the filling. | |

30
~The details of the extrusion of the fat—containing
confectionery material are described in our co-pending EP-
A-931142251.7 whose disclosure is hereby incorporated into
the present specification.

35

By "substantially isothermally" in this invention we mean
that the temperature of the fat-containing confectionery
material remains substantially unchanged under the



The forned product enmerges fromthe nip of the counter- rotating rollers as
a serigs of shaped sweets which are normall®% and advant ageously held
together by a thin web of fat-containing confectionery material, e.g.

having a 10 thickness of from50 to 100 nmicrons. The presence of this web
hel ps to pull or denould the sweets fromthe cavity surface of the rollers.
It is not essential to have a web hol ding the sweets together. However, if
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process itself.

The fat-containing confectionery material may be, for

15 instance, plain, white or milk chocolate or chocolate
substitutes containing direct cocoa butter replacements,
stearines, coconut'oil, palm oil, butter or any mixture
thereof; nut pastes such as' peanut butter and fat; praline;'
confectioner's coatings used for covering cakes usually

20 comprising chocolate analogues with cocoa butter replaced
by a cheaper non-tempering fat; or "Caramac" comprising
non-cocoa butter fats, sugar and milk.

The forming temperature may be from as low as 0°C to about

25 35°C depending on the composition, particularly the amount
and type of fat present. When plain chocolate is used as
the extruded feed material, the forming temperature may be
from 10° to 34°C, more usually from 15° to 32°C, preferably
from 18° to 30°C and more preferably from 20° to 27°C. In

30 the case of white chocolate, the forming temperature may be
from 5° to 28°C, more usually from 15° to 27°C, preferably
from 17° to 26°C and more preferably from 19° to 25°C. In
the case of milk chocolate, the forming temperature may be
from 5°C to 30°C, more usually from 15°C to 28°C,

35 preferably from 18° to 27°C and more preferably from 20° to
26°C. It should be understood that, in this invention, when
the chocolate is formed at a temperatufe from 28° to 34°C
it is in a solid or semi-solid non-pourable or non-flowable



thin web Fs advant ageously treated to renggq the web, for exanple, by
feeding into a rotating cylindrical sieve o 35 renove the web by a
tunmbling action to | eave separate sweets. The sweets may then be packed or

fed to a further downstream process. In contrast to nost other chocol ate
moul di ng processes, the final product does not require cooling after the
formng 5 has occurred. |In addition, the formati on of chocol ate
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Figure 1 illustrates an apparatus for deforming a product
extruded by the process of the present invention,

15 Figure 2 illustrateés the steps in the .compression moulding
of a product extruded by the process of the present
invention, and

Figure 3 illustrates the steps in.the compression moulding
20 - of a product extruded by the process of the present
invention into a packaging material.

25 Referring to Figure 1, an extrusion device 10 comprises a
hydraulically driven ram 11, a barrel 12 having an ‘internal
diameter of 25 mm, a hopper 13 containing chocolate buttons
14, a feed opening 15 and an extrusion die 16 with a nozzle
17 having a cross-section of 5 mm diameter. A pair of

30 °  counter-rotating rollers 18 are provided with
circumferential depressions 19 which cortrespond at the nip
to form a cavity 20 downstream of which is a cylindrical
sieve 21 rotating on its horizontal axis.

35 In operation, the chocolate buttons 14 are fed through the
feed opening 15 into the barrel 12 and the hydraulic ram 11
is advanced at a préssure of 80 bars and at a temperature
of 23°C. A semi-solid non-pourable rod 22 of chocolate of 5



forma shape like a spring or a Swiss Roll: the Swss Roll 25 shaped
product may, if desired, have a filling in which case the extruded solid
product may be passed around the rotating-syondle together with a layer of
a different product such as fondant, praline or ice creamwhich forms the
filling. 30 The details of the extrusion of the fat-containing
confectionery material are described in our co-pendi ng EP- A-931142251.7
whose di sclosure is hereby incorporated into the present specification. 35
By "substantially isothermally” in this invention we peap_that {he
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the tenperatUgge rotating sieve 21, the web 24 is removed by a tumbling

10 action and the chocolate sweets 25 are separated and

released for packaging or further processing.

Referring to Figure 2, solid chocolate buttons 40 are fed

: ~ into an extruder 41 and extruded in a similar manner to

15 that described for Figure i to produce a rod 42 of
temporarily flexible non-pourable or non-flowable solid
extruded chocolate. The rod 42 is cut into slugs 43 which
are.placed in the tool cavity 44 of a compression tool 45.
The tool closes at 46 and compresses the slug 43 so that it

20 is moulded into the shape 48. The compression tool opens at
47 and the moulded shape 48 is ejected by tapping it out.

Figure 3 illustrates a similar process to that of Figure 2
except that a preformed packaging film of 400micron

25 polyvinyl chloride 44 is placed in the tool cavity before
the-slug 43. In this case, when the mould is closed the
slug of chocolate is formed into the packaging material and
ejected together with the packaging material.

30 The ejected moulded product in either Figure 2 or 3 may, if
desired, be filled with one or more of ice cream, wafer,
caramel, fondant, biscuits, praline jelly, etc. before
closing with a layer of chocolate.

35



T0 of the fat- contﬁmmmmllmmmm ery material is not caused to increase
substantially by the lnning process itself. The
fat-containing confectiohery fatéri &l may- el $or 15 i nstance, plain,
white or nilk chocol ate or chocol ate substitutes containing direct cocoa
butter replacenents, stearines, coconut oil, palmoil, butter or any

m xture thereof; nut pastes such as peanut butter and fat; praline;
confectioner's coatlngs used for covering cakes usually 20 conprising
chocol at e anal ogues with cocoa butter replaced by a cheaper non-tenpering
fat; or "Car@mRIMEonprising non-cocoa butter fats, sugar and mlk. The
form nggtenperature may be fromas low as O[err]C ta about 25 35[err]C

dependi ng on the conposition, particul arl he .a f fat
present. Whenl pl A pre@ees| £0E ferming an %ﬁtrBQ?aoggg—gggasxﬂﬁe ial, the
f or mi ng tenpq?éﬁfgétf@ﬁeﬁy haeerifi ewhichoc8prises, feedéngs&hﬁlﬁaﬁ#on1
15[ err] to 32[err]C,  prefer

pref erabl y fr%ﬁﬁ?ﬁ&%? g ¢on 9f€?$§8£§ﬁﬁLgé£kaﬁh%ﬁgégéﬁLkaﬁﬁsqghﬁggglgfg
nge:?;n1ng t i CAPH yyfg?aprbssﬁrents[Ehe]fab zapganp@ngnﬁpéfG§GéMQFrWiom
prefera%Py fr%ﬁ#ﬁ%{%*?fntg %QFé nghiigeﬁéh%ggggo @h&LEO%EgbgPE?é t he
zg{g}P?Ct?gpepannahleagrb?ohrﬁhoﬁpbie]CDF@ BDF&PP;? ofpre £dOWal Iy from
ororrat ' SISO it U Lt ey caencion
i nventi on, mhentiheauﬂoestﬁﬂélp§ FEFﬁeér&ts& SF fP& 9§%§ﬁQﬁ %o
34[err]C confectionery material is extruded substantially '
15 isothermally and rémains in a substantially solid or semi-
.solid non-pourable or non-flowable form and which has a
temporary flexibility or plasticity, characterised in that,
while the extruded product“exhibits the temporary '
flexibility, the extruded product is compression moulded,
20 pressed, or deformed into the desired shape.

2. A process according to claim 1 characterised in that the
extruded solid product is compression moulded by placing a

25 measured amount of the extruded solid product into the
cavity of a compression moulding tool, closing the tool
under pressure to compress. the extruded solid product into
the shape of the cavity defined by the top and bottom '
halves of the compression tool, and finally opening the

30 mould to release the formed product.

3. A process according to claim 2 characterised in that a
food-grade lining material is placed in the cbmpression
moulding tool prior to addition of the piece of the

35 extruded solid'product so that when the'mould is closed,
the piece of extruded solid chocolate is formed into the
lining material.



it is in-a solid g m ' - pour abl e or non-fl owabl e state after
bei ng, previ ously mllmmuimuuuummlast to chocol ate which has not been
previously set hard stichtas" 5% *recently-tgppered chocolate which is

usual |y still pasty and pourable or flowable at such tenperatures. The
present invention will now be further described by way of exanple only with
reference to the followng drawings in 10 which Figure 1 illustrates an

appar at us for deform ng a product extruded by the process of the present
I hvention, 15 Figure 2 illustrates the steps in the conpressio ul di ng
of a product thAuﬂedcbysthecprddegstofCﬂﬁémpﬁe§@ﬁFaFﬁﬁﬁ%ﬁQQ1,“b%& 'JﬂF% 3

illustrates th t . i i .
gxtrad; g; tﬁgmgrgggééﬂobgﬁﬁggﬁpEﬁi%hﬂ&dm%WMQHn@raauctOﬁsaﬁmWﬂhﬂnform

resent Inventiagn_ into a_packagi ial .
25 Referringfte hpddow shedd gf(lflr 4§ &4 1ded 8’3’% °&?rrﬁ£i)§5)§e21|°%épt erial
. hydraulically gghgggfggq1ll, a barrel 12 having an internal dianeter of 25
nm a hopper f contai ni ng .chocol ate buttons 14, a feed opening 15 and an
extrusion die 16 with a nozzle 17 having a cross-section of 5 nmdianeter.
A pair of 30 5,Cﬁuabﬁbr@%hthnmduﬂded%EXHtuﬂad[suiﬁdﬂnrqdudt obtainable

circunferenti ' ' ;
Ut Qe gD e ese S ko g TP 1AW 1 £l ¥ of a hollow
shell filled with at least one other foodstuff.

6. A compression moulded extruded solid product according
~ to claim 5 wherein the other foodstuff is a dessert, wafer,
15 caramel, fondant, praline, biscuit, jelly or ice cream.

7. A proceSs'according to claim 1 characterised in that the
extruded solid product is pressed by stamping or punching '
to the desired shape.

20
8. A process accofding to claim 1 characterised in that the
extruded solid product is deformed by passing between the
nip of a pair of counter-rotating rollers provided with
corresponding surface depressions to form a cavity to

25 plastically form the extruded product -into the shape
conforming to the shape 6f the surface depressions and
releasing the formed product from the nip of the pair of
rollers.

30 9. A process according to claim 8 characterised in that the
formed product emerges from the nip of the counter-rotating
rollers as a series of shaped sweets.

10. A process according to claim 9 characterised in that
35 the series of shaped sweets are held together by a thin web
of fat-containing confectionery material.

11. A process according to claim 8 characterised in that
the surface of the cavity formed by the two corresponding



tdo forma‘cavity 20 downstream of which is a cylindrj ' ating
on its, horizontal axis. 35 I n operation, the chocou I@”E‘]ij‘ Eli‘ire fed
t brough the feed opening 15 into the barrel 1 -and. t t: s 11 is

advanced at a pressure of 80 bars and at a tenperature of 23[err]C A

sem -solid non-pourable rod 22 of chocolate of 5 -10- mm dianeter is
extruded through the nozzle 17 which is then 5 fed into the nip of the
counter-rotating rollers 18 where it passes through the cavity 20 and is
formed and then released fromthe cavity as a series of shaped sweets 23
hel d t oget her dircumtdrenit idl cepress tonDohathe wellensghst fRIFavad; Hith
sieve 21 the\%ﬁ;é%lgﬁ renoved by a tumbling 10 action and the chocol ate
sweet s Zg are Arated and rel eased for packagi ng or further processing
Referring to Figure 2, solid chocolate buttons 40 are fed into an extruder

41 and extrud Jf-l?agﬁéé@é@raé@é‘f&ing%é%lamas ersgatbedised Ehguhatl to
produce a rod 0 enporarily flexible non-pourable or non-flowable solid

ext ruded chocdihg ecolkRrs REeXeeledt nto slugs 43 which are placed in the
tool cavity 44 of a conpression tool 45. The tool closes at 46 and

COmr e95¢8 (105! U 0 38ed Bhobbafly tbociRbh 5 chRE SR 308PEn Enal e
the rollers are cooled by means of the circulation of a
cooling medium through the central axis .of each roller.

' 14. A process according to claim 10 characterised in that
15 the series of shaped sweets held together by the thin web
is treated to remove the web. '

15. A process according the claim 10 characterised in that
| the series of shaped sweets held together by the thin web
20 is treated by feeding into a rotating sieve to remove the
web by tumbling action.

16. A process according to claim 1 characterised in that
the extruded solid product is deformed by passing around a

25 rotating spindle to form a shape like a spring or a Swiss
Roll. '

17. A process according to claim 16 characterised in that
the extruded solid product is deformed by passing around

30 the rotating spindle together with a layer of a different
product which forms a filling. '

18. A process according to claim 17 characterised in that

the different product is fondant, praline or ice cream.
35 '

19. A formed fat-containing confectionery material

obtainable by a process according to any of the preceding

claims. '



47 and t hé noul ded—shape—48—+s—efected by tapping it out. Figure 3
illustrates a siml it of Figure 2 except that a preforned
packagi ng filmof 4 ﬂmﬁﬂmﬂﬂ“mﬂﬂﬂl yviny+ thleride 44 is placed in the
tool cavity before the slug . snsthis case, when the nould is closed the
slug of chocolate is formed into the packaging material and ejected
together with the packaging material. 30 The ej ected noul ded product in
either  Figure 2 or 3 may, if desired, be filled with one or nore of ice
cream wafer, caramel, fondant, biscuits, praline jelly, etc. before
closing with 220aydn beecepednprodegct comprising| skapes madgr §rewsaf or

fornjng an ethéEH&Hff%tféﬁﬁééﬁﬁfﬂgC@Gﬁfééf?&ﬁéf ”ﬁ&ﬁékﬁbl“ﬁbﬁaiﬁﬁﬁﬁéi59s
feeding the fat contalnlqgﬁconfectloner- material into an extrusion device

and appl yi ng p? REQFeST ACFRTeing bt anti af therrrereding €daimgaterial in
a substantially solid or sem -solid non- pourable or non-flowable form
upstream of a ow constriction. whereby the.te rature ressure,
contraction 1o AmPRHE PRt Eo¥et LELAS RErPeH aab. EERHLAn Fpgmed
fat-containing confectionery material whenever prepared by
10 a process according-fo any of the preceding claims.
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confectiohery material is extruded substantially 15 -isothermally and"
renalns Iin a substantially solid or sem - soli*d non-pourabl e or

non-fl owabl e form and which has a tenmporary fgexibility or plasticity,
characterised in that, while the extruded product exhibits the tenporary
flexibility, the extruded product is conpression noul ded, 20 pressed, or
deforned into the desired shape. 2. A process according to claim1l
characterised in that the extruded solid product is coenpression noul ded by
pl acing a 25 measured anount of the extruded solid product into the
cavity of a coxBSERACDHN noul ding tool, closing the tool under pressure to
conpressgthe extruded solid product |nto t he shape of the cavity defined by
the top and bottom hal ves of the conpression tool, and finally opening the
30 noul d t o FHOCRELATE HEORMENEd product. 3. A process according to claim?2
characterised in that a food-grade lining material is placed in the

O O et boP kSEyka s gl B PEERE TR e 35
extruded soli ob&iiw@@tmmery hateeflal nvhithecbmprigesaffeeding the fB2 - 4. A
process 9EC°rC%éﬁkéfthéj8&§f&8€£8§&%§iﬁ geria&hﬁhtghgn extrusion device
and applying pressure to the fat-containing confectionery
material in a substantially solid or semi-solid non- '
pourable or non-flowable form upstream of a flow _
constriction whereby the temperature, pressure, contraction
15 ratio and.extrusion rate are such that the fat-containing
confectionery material is extruded substantially
isothermally and remains in a substantially solid or semi- -
solid non-pourable or non-flowable form and which has a
_ temporary flexibility or plasticity, characterised in that,
20 while the extruded product exhibits the temporary "
flexibility, the extruded product is compression moulded,
préssed or deformed into the desired shape.

FIGURE 1
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30
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5 conpressi on noul ded extruded solid product is in the formof a holl ow
shell and is filled wwth one or nore other foodstuffs. 5. A conpression
moul ded extruded solid product obtainable 10 by a process according to
claiml in the formof a hollow shell filled with at | east one other
foodstuff. 6. A conpression noul ded extruzgﬁ solid product according to
claim5 wherein the other foodstuff is a sert, wafer, 15 caranel ,
fondant, praline, biscuit, jelly or ice cream 7. A process according to
claim1l1 characterised in that the extruded solid product is pressed by
stanpi ng or punching to the desired shape. 20 8. A process according to
claim1 characterised in that the extruded solid productsei s deforned by
passi ng between the nip of.a pair of counter-rotating r ers provided with
correspondi ng surface depressions to forma cavity to 25 plastically form
t he extruded product into the shape conformng to tgg g?a of the surface
depressions and rel easing the forned o)X np of the pair of

rollers. 30 9. A process accordi aracte++se#t n that the
formed product emerges fromthe ni -rotating rollers as a
series of shaped sweets. 10.ggd pro o claim9 characterised

together by a thin web

inthat 35 the series of shapeqd
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of fat-containing confectionery material. 11. A process according to claim
8 characterised in that the surface of the cavity forned by the two

cor r espondi ng -13 - circunferential depressions of the rollers is
engraved with 5° a pattern. 12. A process according to claim38
characterised in that the rollers are cooled. 10 13. A process according
to claim8 characterised in that the r0|2ﬁg§ are cool ed by neans of the
circulation of a cooling nediumthrough central axis of each roller.
14. A process according to claim 10 characterised in that 15 the series
of shaped sweets held together by the thin web is treated to renove the
web. 15. A process according the claim 10 characterised in that the series
of shaped sweets held together by the thin web 20 is treated by feeding
into a rotating sieve to renove the web by tunbling~action. 16. A process
according to claim1 character¥ged in that the extr¢fled solid product is
def ormed by passi ng around a2 i i forma shape like a

spring or a Swiss Rollr Ss according to 16 c yi sed
in that
—_—
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the extrwded solid product is deforned by passing around 30 the rotating
spindl e together with a layer of a different product which forms a filling.
18. A process according to claim17 characterised in that the different
product is fondant, praline or ice cream 35 19. A fornmed fat-containing
confectionery naterial obt ai nabl e by a pgﬁzgfs according to any of the
precedi ng cl ai nrs. 20. An ice cream pr conpri-sing shapes nmade froma
5 formed fat-containing confectionery nmaterial obtainable by a process
according to any of the preceding clains. 21. A dessert product conprising
shapes made froma forned fat-containing confectionery material whenever
prepared by 10 a process according to any of the preceding clains. 15 20

25 30 35
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