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end, or along one side, with the pouch oriented so that the open end or
side is at the top of the Background of the Invention
partially-formed pouch, and to dispense product into the partially-formed
pouch through the open Technical  Field 5   top or side. Vertical FFS
operations such as that described in U.S. Patent No. 4,874,257 represent
one ap- proach to addressing the aforementioned consider- The invention
relates generally to packaging for  ations in packaging food products
comprised of food products, and more particularly to reclosable  10
numerous small pieces. In the method of Patent pouches and methods and
apparatus for forming,    No. 4,874,257, the zipper is disposed vertically
filling and sealing such pouches.                 along one side of the
package being formed, and the pouch is filled by gravity-induced flow of
prod- Background  Information                    uct downward from a
filling spout. 15     Another approach is illustrated by Patent No.
4,945,714, in which the pouches travel horizontally It is well known in the
art that, for certain food  as they are formed, filled and sealed. In
Patent No. products, efficiency in packaging and acceptable  4,945,714, the
pouch is formed in an inverted od- shelf life can be obtained by
hermetically sealing  entation from a single web which has a fold at its
the product in a package in a form/fill/seal (FFS)  20  lower end and a
zipper within the fold. Two poten- operation.
tial problems with this approach are that penetra- In providing a
commercially viable package    tion of product into the zipper may occur,
and that through FFS operations, several considerations    if the upper end
of the pouch is perforated to must be addressed. One consideration is that
the  facilitate opening, or punched to receive a display package must be
capable of being opened by the   25  hanger, loss of hermeticity would
result. consumer without undue difficulty. Another consid-   In U.S. Patent
No. 4,894,975 there is disclosed eration is that the package must be
economical to  a method and apparatus for forming a tube and produce, and
should be capable of being formed,   bag from a supply of thin
thermoplastic film. The filled and sealed at relatively high rates. It is
also  bag is reclosable by a zipper strip heat sealed to desirable that the
package be durable so as to  so  the film and has a tamper-evident juncture
between withstand the stresses of the FFS operation and  the edges of the
film. subsequent shipping and handling without damage      One problem that
must be addressed in any and without deterioration of appearance.
zipper-equipped package such as those mentioned In recent years, there has
been increased de-  above is that, where the ends of the zippers extend
mand for zippers or other means to provide re-  35  into seal area,
difficulty may be encountered in closability. One particular package
configuration  providing hermeticity at high throughput rates, due that has
been used commercially in recent years   to the increased thickness of the
seal area at the has a generally rectangular configuration with a  ends of
the zipper. reclosable zipper extending within a fold along one  There is a
continuing need for improved pack- edge, as illustrated in, e.g., U.S.
Patent No.  40  ages of the type described above, and for im- 4,589,145. To
open the package, the package ma-   proved FFS operations for such packages
which terial may be slit along the folded edge to gain  address the
aforementioned considerations while access to the zipper, and the zipper is
then opened  avoiding the disadvantages of the prior art dis- to provide
access to the product. The disposition of  cussed above. the zipper along a
long edge of the package im-  45 proves access to the package interior as
compared  Summary of the Invention with disposition of the zipper along one
of the short edges. Where each package is to contain a stack      The
invention provides a novel pouch for con- of sliced product or a relatively
large item such as  taining food products, and a novel method and a block
of cheese, the stack or block may be   50  apparatus for forming, filling
and sealing the pouch placed on a horizontally-oriented web and the web  in
an inverted orientation. The method involves can be wrapped around the item
to form the pack-  providing one or more webs of material to define a age
as described in the above-referenced Patent   pair of walls for the pouch,
orienting the wall ma- No. 4,589,145.
terial so that the walls are substantially vertical, When handling products
comprised of numer-  55   with the web having a horizontal longitudinal
axis; ous small pieces such as shredded cheese, cereal,  providing
interengageable strips of reclosable fas- etc., it is generally desirable
to have the package  tener material along the web adjacent the lower partly
formed into a pouch which is open at one   edges of the walls; forming
vertical side seals; 2    
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separating the pouches from one another      means for supplying wall
material for defining a by vertical slitting the web(s); filling the
pouches  pair of walls for the pouch; through their open bottoms while in
inverted ori-       means for orienting said wall material so that
entation; and sealing the bottoms of the inverted  said walls are
substantially vertical; pouches. Each of the strips of reclosable fastener
5  means for positioning first and second lengths material has one or more
fastener members there-   of fastener strip material between said walls,
said on.                                                lengths of fastener
material having complementary In accordance with one aspect of the
invention,  mechanically-interengageable  fastener members a hermetic
peelable seal is provided between the   thereon; product contained in the
interior of the pouch and   10  means for forcing said fastener members
into the reclosable fastener members. The peelable      interlocking
engagement with one another; seal is preferably formed as a relatively
narrow       means for sealing said lengths of fastener strip band on the
fastener strip material, rather than on  material to said walls, with each
length of fastener the wall material. This provides a saving of material
strip material being joined to a respective one of cost as compared with
coating the entire interior  15  said pair of walls; surface of the pouch
walls with materials suitable     means for forming a pair of substantially
verti- for formation of a peelable seal. The peelable seal  cal seals
joining said walls, so as to define a is sealed prior to filling of the
pouches so that  product-receiving pocket having a width deter- product
cannot contact the fastener members dur-   mined by the distance between
said vertical seals; ing or after the form, fill, seal operation.  20
means for dispensing product downward into According to the present
invention there is     said pocket to fill said pocket to a predetermined
provided a method of forming, filling and sealing a  level; hermetic pouch
in an inverted orientation, said        means for forming a generally
horizontal seal method comprising:                                 between
said walls above said predetermined level; providing wall material for
defining a pair of  25  and walls for the pouch;
means for separating said pouch from said wall orienting said wall material
so that said walls  material; are substantially vertical;
characterized in that the apparatus further positioning first and second
lengths of fastener  comprises means for forming a linear horizontal strip
material between said walls, said lengths of  30  peelable seal above said
fastener members in a fastener strip material having complementary me-
sealing area coextensive with said fastener mem- chanically
interengageable  fastener  members     bers by applying heat and pressure
to said sealing thereon;                                           area to
form a peelable seal binding together said sealing said lengths of fastener
strip material to  lengths of fastener strip material. said walls, with
each length of fastener strip ma-  35  Also provided is a generally
rectangular pouch terial being joined to a respective one of said pair  for
containing a food product comprising: of walls;
a pair of generally rectangular walls, each wall forming a pair of
substantially vertical seals  having a top edge, a bottom edge, and a pair
of joining said walls, so as to define a product-receiv-  side edges; ing
pocket having a width determined by the dis-  40    said walls being joined
by heat seals along tance between said vertical seals;
their bottom edges and side edges; dispensing product downward into said
prod-        said pouch having a pair of fastener strips uct-receiving
pocket to fill said pocket to a pre-  attached to opposite inner surfaces
of upper por- determined level;                                  tions of
said walls and extending the width of the forming a horizontal seal
generally between   45  pouch between the side edges of said generally said
walls above said predetermined level; and     rectangular walls; and
separating said pouch from said wall material;     said fastener strips
having complementary me- characterized in that the method further com-
chanically  interengageable  fastener  members prises forming a linear
horizontal peelable seal   thereon; above said fastener members, so that on
formation   5o  characterized in that said fastener has a peela- of the
product receiving pocket, the peelable seal  ble seal extending the length
of said fastener strips is disposed between said pocket and said fastener
beneath said fastener members; and members to maintain isolation of the
product from     that said pouch further comprises means defin- the
fastener members during dispensing of the      ing a hole through said
pouch above said fastener product into the pocket.                      55
members, and means defining a line of weakness It further provides an
apparatus for forming,   above said hole to facilitate opening of the pouch
filling and sealing a hermetic pouch in an inverted  by tearing away an
upper portion thereof. orientation, said apparatus comprising: 3    
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the peelable seal may be car-   bers 24, 26. ried out prior to or
simultaneously with sealing of  Each closure member 24, 26 has a substan-
the fastener strip material to the wall material. The  tially planar outer
surface 28, 30 which is sealed to sealing may be accomplished by a pair of
re-      its respective associated wall. On their inner sur- ciprocable
sealing bars which provide predeter-   5   faces the closure members have
complementary mined sealing pressure to the seal area while    interlocking
zipper profiles 32, 34 extending hori- transferring heat thereto. Gas flush
techniques may  zontally along their entire lengths to provide re- be
employed to flush the pouch with N2 gas during  closability for the pouch
10. A non-peelable upper the form, fill, seal operation.
seal 36 is provided along the upper edge of the The pouch is preferably
provided with a line of  10  pouch between upper portions 35, 37 of the
clo- perforation adjacent its top end to provide easy-  sure members 24 and
26. A plurality of gripper open access to the reclosable fastener material,
beads 38 extend longitudinally above the zipper and a hole to receive a
display hanger above the  profiles 32, 34 on the respective closure members
fastener members and beneath the perforations.    24 and 26 between the
zipper profiles and the Referring to the completed pouch in an upright  15
upper seal 36. In the illustrated embodiments, each position, the
interengageable fastener members are  closure member has a single pair of
gripper beads spaced a short distance beneath the top of the    38 formed
thereon to facilitate manual gripping and pouch.
separation of the fastener profiles 32 and 34. Further aspects of the
invention are disclosed    Extending longitudinally beneath the zipper
below and in the accompanying drawings.      20  profiles and parallel
thereto is a hermetic peelable seal 39. The peelable seal is comprised of
strips of Brief Description of the Drawings                 polymeric
material 39a, 39b on the respective clo- sure members 24 and 26. The
strength of the seal FIG. 1 is an elevational view of a pouch in   39 is
such that it can be readily opened by applica- accordance with a first
embodiment of the inven-  25  tion of manual outward force to the closure
mem- tion.                                             bers. 24 and 26 by
the consumer, but is not sus- FIG. 2 is a perspective view of the pouch of
ceptible to accidental opening due to normal FIG. 1, showing a removable
portion of the pouch  stresses associated with product containment dur-
being torn away to permit access to the interior  ing the FFS operation,
and subsequent shipping, thereof.                                     30
handling and display. The seal preferably has an FIG. 3 is a sectional view
taken substantially  opening force of from about 1.5 to about 6.0 lbs.
along line 3-3 in FIG. 1.                         (from about 0.68 to about
2.73 kg) and more pref- FIG. 4 is a sectional view similar to that of FIG.
erably from about 2.5 to about 3.5 lbs. (from about 3, showing the pouch in
an opened configuration.  1.14 to about 1.6 kg) . The peelable seal 39 Is
FIG. 5 is a sectional view similar to that of FIG.  35  substantially
impermeable to air, as well as to 3, illustrating a pouch in accordance
with a second  liquids which may be present in the pouch. Accord-
embodiment of the invention.                     ingly, the location of the
peelable seal interiorly of FIG. 6 is a diagrammatical plan view of appara-
the zipper profiles 32 and 34 prevents any contents tus for forming,
filling and sealing pouches in ac-  of the pouch from leaking into the
zipper profiles cordance with the invention.                 40  and
excludes the inter-locking members of the FIG. 7 is an elevational view of
the apparatus of  zipper from the hermetic seal area. FIG. 6.
The strips of polymeric material 39a, 39b which FIG. 8 is a fragmentary
diagrammatical plan   form the peelable seal preferably comprise poly- view
of apparatus in accordance with an alternate  meric materials which are
known in the art to be embodiment of the invention.                 45
suitable for this purpose, such as one or more of the following:
polyethylene/EVA with a VA content Detailed Description  of Preferred
Embodl-        of between 4% and 22%; polybutylene; Surlyn; ments
Bynel; Saran (PVDC) copolymer; ethylene acrylic acid copolymer; or
methacrylic acid copolymer. As The invention is generally embodied in a re-
50  disclosed in, e.g., U.S. Patent No. 4,782,951, the closable pouch and a
method and apparatus for     disclosure of which is incorporated herein by
refer- forming, filling, and sealing the pouch.          ence, a hermetic
peelable seal may be formed FIGS. 1-4 illustrate a first embodiment of the
between a Saran copolymer lamina and an EVA invention, comprising a pouch
10 which has first  lamina. and second generally rectangular walls 12, 14
seal-  55  Each of the pouch walls 12 and 14 is prefer- ed to one another
along their bottom edges 16, 18  ably made of a suitable laminated material
having and side edges 20, 22. Extending across upper     barrier properties
which, when sealed as described portions of the respective walls are
closure mem-  herein, provide hermeticity for the pouch. For pur- 4    



7                 EP 0 516 393 B1                       8 poses of example,
a suitable film for cheese shreds  peripheral area along the top of each
wall for the may comprise a linear low-density polyethylene    upper seal
42. As in the embodiment of FIGS. 1-4, inner layer in combination with a
polyester or nylon  a hole for receiving a display hanger is punched outer
layer, and a middle adhesive layer of polyeth-  through an upper portion of
the pouch, and lines of ylene. A nylon outer layer is particularly useful
in   5   weakness, e.g., perforations 65, are provided op- connection with
Swiss cheese, where a degree of   posite one another in the walls
immediately be- CO2 gas permeability is desirable in the packaging.  neath
the seal area 64. The closure members 24 and 26 are preferably         In
accordance with a third embodiment of the made of a low EVA content
polyethylene. The       invention (not shown) the walls of the pouch may
closure members may be attached to the walls by,  10  be constructed of a
single web, rather than two e.g., a thin layer of Surlyn on each of the
closure  separate webs. The pouch In accordance with this members and the
walls.                            embodiment is substantially similar to
that of FIG. To facilitate support of the pouch 10 on a     5, except that
the pouch material is continuous display hanger, a hole 86 is provided in
an upper  along its upper edge, rather than comprising two portion of the
pouch. The hole extends through   15  separate walls joined by a seal, and
the pouch upper portions of the walls 12, 14 and through the  material
provides a snug fit around the upper closure members 24 and 26, which
provide a rela-  edges of the closure members 44 and 46. As in the tively
tough and strong periphery for the hole to  other embodiments, a hole for
receiving a display support the weight of the pouch. As shown in FIG.
hanger is disposed adjacent the top of the pouch, 1, one or more of the
ribs or beads 38 may extend   20  with lines of perforation therebeneath.
over the hole to further increase the ability of the  FIGS. 6 and 7
illustrate a method and appara- pouch to resist tearing at the hole 86 when
sub-  tus for forming, filling and sealing pouches in ac- jected to rough
handling during placement on a    cordance with a preferred embodiment of
the in- retail display rack and/or removal therefrom. Dis-  vention. As
described below, the pouches are position of the hole above the peelable
seal 39   25  formed, filled and sealed in an inverted configura- enables
hermeticity to be maintained. Lines of   tion. The method will be described
with reference weakness 88 are formed through the walls 12, 14.  to the
pouch 10 described above with reference to and closure members 24, 26
immediately beneath    FIGS. 1-4, by describing the successive steps in-
the upper portions 35, 37 of the closure members  volved in the formation,
filling and sealing of the to enable the upper portion of the pouch to be
torn  30  pouch 10 in its inverted configuration. off, enabling easy manual
access to the gripper      In the embodiment of FIGS. 6 and 7, the ma-
beads 38 for separation of the zipper profiles 32,  terial for the walls is
provided by first and second 34 and peelable seal strips 39a, 39b. The
lines of  rolls 66 and 68 of suitable laminated film in web weakness 88 in
the illustrated embodiment take the  form. The material for the closure
members is form of perforations formed opposite one another  35  provided
by first and second rolls 70 and 72 of through the respective walls and
closure members.  closure strip material. The wall material as supplied The
placement of the perforations 88 above the    by rolls 66 and 68 comprises
webs 90 and 92 of hole 86 enables the pouch to be supported by a
laminated polymeric material. The closure strip ma- display rack without
subjecting the line of perfora-  terial comprises a first continuous strip
94 having a tions 88 to transverse tensile stresses which might  40  female
zipper profile thereon, and a second strip cause accidental tearing
thereof.                 96 having a mole profile thereon. FIG. 5
illustrates a pouch 41 in accordance       The first step in the method of
FIGS. 6 and 7 is with a second embodiment of the invention. The    mating
the complementary zipper profiles 32 and pouch of FIG. 5 is generally
similar to that of FIGS.  34, i.e., pressing the zipper profiles into
interlocking 1-4, in that it comprises a pair of generally rectan-  45
engagement with one another. This step is carried gular walls 40 and 42, in
combination with a pair of  out at a zipper-assembly station which
comprises a closure members 44 and 46 having interlocking     shoe 75
having an internal surface 76 configured to zipper profiles 48 and 50
thereon. Gripper beads  maintain the opposite profiles in alignment
relative 52 are provided above the zipper profiles and a   to one another,
and to cam the closure strips 94 peelable seal 54 extends therebelow. The
walls 40  50  and 96 into interlocking engagement as they ad- and 42 are
sealed to one another along their bot-  vance through the shoe. tom edges
56, 58 and side edges. However, the        The next step is to form the
peelable seal 39 pouch of FIG. 5 differs from that of FIGS. 1-4 in  between
the closure members 24 and 26 at a that its upper seal 64 is formed
directly between  sealing station 78. At the sealing station 78, a pair the
walls 40 and 42 of the pouch, rather than   55  of horizontally oriented,
reciprocable heat seal bars between the closure members. To this end, the
79 are advanced toward one another to apply pres- closure members 44 and 46
are spaced beneath      sure and heat to the lower portions of the closure
the upper edges of the walls 40 and 42, leaving a  members which are to
form the peelable seal 39.    9                 EP 0 516 393 B1
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The advancement of the closure strip material is   For example, in the
embodiment of FIG. 8, first and intermittent, so that the strip material is
at rest  second webs 110,112 of wall material are provided while the heat
seal bars 79 are closed.            by first and second rolls 114 and 116,
which are The next step comprises sealing of the outer    supported for
rotation about vertical axes. Material surfaces of the closure strips 94
and 96 to the   5   for closure members is provided by first and sec- inner
surfaces of their respective associated wall  ond rolls 118 and 120 of
closure strip material. One webs 90 and 92. This is accomplished at an as-
roll supplies closure strip 122 having a female sembly/sealing station 80
at which a second pair of  profile, while the other provides material 124
having horizontal heat sealing bars 81 are employed to    a male profile.
effect the desired sealing. The closure strips are  10  In the embodiment
of FIG. 8, the lengths of positioned along the lower edges of the wall webs
closure strip material 122 and 124 are joined to as the pouch is formed in
its inverted configuration,  their respective associated webs of wall
material so that they will extend across the top of the     110 and 112 at
two parallel heat sealing stations finished pouch in its upright
configuration.       126 and 128. The resulting composite webs of wall The
line of weakness 88 is then formed by a   15  and fastener material 130 and
132 then advance conventional notched perforation wheel on the line  over
vertical guide rollers 134 and 136 to a sealing at a perforation station
140. Next, the side margins  assembly station 138 where the zipper profiles
of of the pouches are sealed by vertical sealing bars  the closure material
are interlocked, and the peela- 82. In forming the side seals, the sealing
bars 82  ble seal formed in a manner similar to that de- crush the closure
strips at the areas 84 which   20  scribed above with reference to the
embodiment of correspond to the ends of the closure members 24   FIGS. 6
and 7. The remaining steps of forming the and 26 in the finished pouch. The
sealing bars     side seal, filling, forming top and bottom seals, and
provide an impermeable marginal seal area, on      separating the finished
pouches are carried out as each side of the pouch being formed, along the
described in the embodiment of FIGS. 6 and 7. entire vertical dimension of
the pouch, or at least  25  In another embodiment of the invention (not
from the bottom edges 16, 18 of the walls through  shown) the formation of
the peelable seal is com- the peelable seal 54. The vertical sealing bars
82  bined with the operation of sealing the fastener preferably include
cutting elements to form vertical  strips to the webs of wall material.
This method is slits 139 In the wall webs 90 and 92, extending    similar
to that of FIGS. 6 and 7, except that the upward from the bottom edges of
the respective   30  sealing station 78 may be eliminated, and the as- wall
webs to a predetermined level, leaving links  sembly/sealing station 80
adapted to provide heat 141 of wall material intact along the upper edges
of  and pressure to effect both sealing operations si- the wall webs, while
partially separating the      multaneously. pouches from one another.
From the foregoing, it will be appreciated that The peelable seal 39 having
been formed be-  35  the invention provides a novel pouch and method tween
the closure members, the formation of the    and apparatus for forming,
filling and sealing the side seals enables product 100 to be retained in
pouch. The invention is not limited to the embodi- each of the pouches
being formed. The as-yet-      ments described above or to any particular
em- unsealed bottom 98 of the inverted pouch is held   bodiments. The
invention is more particularly point- open to provide an opening to receive
the product,  4o  ed out in the following claims. and the pocket is filled
to a desired level through a dispensing spout 102, with the peelable seal
29    Claims preventing the product from reaching the zipper. The inverted
pouch is then gas flushed with N2 or  1. A method of forming, filling and
sealing a her- C02, closed, and sealed along its horizontal top   45  metic
pouch (10; 41) in an inverted orientation, and bottom edges by additional
horizontally-ori-       said method comprising: ented sealing bars 104 and
106. The pouch 10 is           providing wall material (90, 92; 110, 112)
cut from the preceding and succeeding pouches          for defining a pair
of walls (12, 14; 40, 42) for by vertically oriented knives 108 which sever
the      the pouch (10; 41); links 141 and trim the side edges of the
pouches,  5o     orienting said wall material (90, 92; 110, to complete the
FFS operation.                         112) so that said walls (12, 14; 40,
42) are Where a punched hole 86 is desired, punch          substantially
vertical; apparatus 142 may be provided at a convenient
positioning first and second lengths of fas- location on the line. In the
apparatus of FIGS. 6      tener strip material (94, 96; 122, 124) between
and 7, the punching operation takes place imme-  55    said walls (12, 14;
40, 42), said lengths of diately after sealing of the vertical seals of the
fastener strip material (94, 96; 122, 124) having pouch, and prior to
filling. In other embodiments of   complementary mechanically
interengageable the invention, the order of the steps may be varied.
fastener members (32, 34; 48, 50) thereon; 6    9                 EP 0 516
393 B1                       10      *   C   L  M   S  * 



The advancement of the closure strip material is   For example, in the
embodiment of FIG. 8, first and intermittent, so that the strip material is
at rest  second webs 110, 112 of wall material are provided while the heat
seal bars 79 are closed.            by first and second rolls 114 and 116,
which are The next step comprises sealing of the outer   supported for
rotation about vertical axes. Material surfaces of the closure strips 94
and 96 to the   5   for closure members is provided by first and sec- inner
surfaces of their respective associated wall  ond rolls 118 and 120 of
closure strip material. One webs 90 and 92. This is accomplished at an as-
roll supplies closure strip 122 having a female sembly/sealing station 80
at which a second pair of  profile, while the other provides material 124
having horizontal heat sealing bars 81 are employed to    a male profile.
effect the desired sealing. The closure strips are  10  In the embodiment
of FIG. 8, the lengths of positioned along the lower edges of the wall webs
closure strip material 122 and 124 are joined to as the pouch is formed in
its inverted configuration,  their respective associated webs of wall
material so that they will extend across the top of the     110 and 112 at
two parallel heat sealing stations finished pouch in its upright
configuration.       126 and 128. The resulting composite webs of wall The
line of weakness 88 is then formed by a   15  and fastener material 130 and
132 then advance conventional notched perforation wheel on the line  over
vertical guide rollers 134 and 136 to a sealing at a perforation station
140. Next, the side margins  assembly station 138 where the zipper profiles
of of the pouches are sealed by vertical sealing bars  the closure material
are interlocked, and the peela- 82. In forming the side seals, the sealing
bars 82  ble seal formed in a manner similar to that de- crush the closure
strips at the areas 84 which   20  scribed above with reference to the
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and 7. The remaining steps of forming the and 26 in the finished pouch. The
sealing bars     side seal, filling, forming top and bottom seals, and
provide an impermeable marginal seal area on      separating the finished
pouches are carried out as each side of the pouch being formed, along the
described in the embodiment of FIGS. 6 and 7. entire vertical dimension of
the pouch, or at least  25  In another embodiment of the invention (not
from the bottomedges 16, 18 of the walls through  shown) the formation of
the peelable seal is com- the peelable seal 54. The vertical sealing bars
82  bined with the operation of sealing the fastener preferably include
cutting elements to form vertical  strips to the webs of wall material.
This method is slits 139 in the wall webs 90 and 92, extending    similar
to that of FIGS. 6 and 7, except that the upward from the bottom edges of
the respective   30  sealing station 78 may be eliminated, and the as- wall
webs to a predetermined level, leaving links  sembly/sealing station 80
adapted to provide heat 141 of wall material intact along the upper edges
of  and pressure to effect both sealing operations si- the wall webs, while
partially separating the      multaneously. pouches from one another.
From the foregoing, it will be appreciated that The peelable seal 39 having
been formed be-  35  the invention provides a novel pouch and method tween
the closure members, the formation of the    and apparatus for forming,
filling and sealing the side seals enables product 100 to be retained in
pouch. The invention is not limited to the embodi- each of the pouches
being formed. The as-yet-      ments described above or to any particular
em- unsealed bottom 98 of the inverted pouch is held   bodiments. The
invention is more particularly point- open to provide an opening to receive
the product,  40  ed out in the following claims. and the pocket is filled
to a desired level through a dispensing spout 102, with the peelable seal
29    Claims preventing the product from reaching the zipper. The inverted
pouch is then gas flushed with N2 or  1. A method of forming, filling and
sealing a her- [err], closed, and seated along its horizontal top   45
metic pouch (10; 41) in an inverted orientation, and bottom edges by
additional horizontally-ori-       said method comprising: ented sealing
bars 104 and 106. The pouch 10 is           providing wall material (90,
92; 110, 112) cut from the preceding and succeeding pouches         for
defining a pair of walls (12, 14; 40, 42) for by vertically oriented knives
108 which sever the     the pouch (10; 41); links 141 and trim the side
edges of the pouches,  50     orienting said wall material (90, 92; 110, to
complete the FFS operation.                         112) so that said walls
(12, 14; 40, 42) are Where a punched hole 86 is desired, punch
substantially vertical; apparatus 142 may be provided at a convenient
positioning first and second lengths of fas- location on the line. In the
apparatus of FIGS. 6     tener strip material (94, 96; 122, 124) between
and 7, the punching operation takes place imme-  55   said walls (12, 14;
40, 42), said lengths of diately after sealing of the vertical seals of the
fastener strip material (94, 96; 122, 124) having pouch, and prior to
filling. In other embodiments of  complementary mechanically
interengageable the invention, the order of the steps may be varied.
fastener members (32, 34; 48, 50) thereon; 6    EP 0 516 393  B1
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sealing said lengths of fastener strip ma-           sealing together said
lengths of fastener terial (94, 96; 122, 124) to said walls (12, 14;
strip material (94, 96; 122, 124) beneath said 40, 42), with each length of
fastener strip ma-      fastener members (32, 34; 48, 50), to form an
terial (94, 96; 122, 124) being joined to a          additional seal (36)
between said lengths of respective one of said pair of walls (12, 14; 40,
5  fastener strip material (94, 96; 122, 124); and 42);
providing one or more lines of weakness forming a pair of substantially
vertical          (88; 65) between said additional seal (36) and seals
joining said walls (12, 14; 40, 42), so as     said fastener members (32,
34; 48, 50) to to define a product-receiving pocket having a
facilitate removal of said additional seal (36) width determined by the
distance between said   10   from said pouch (10; 41) without removal of
vertical seals;                                      said fastener members
(32, 34; 48, 50) from dispensing product (100) downward into           said
pouch (10; 41). said product-receiving pocket to fill said pocket to a
predetermined level;                        6. A method in accordance with
claim 5, char- forming a horizontal seal generally be-   15      acterized
in that it further comprises: tween said walls (12, 14; 40, 42) above said
forming a hole (86) through said pouch predetermined level; and
(10; 41) beneath said fastener members (32, separating said pouch (10; 41)
from said          34; 48, 50). wall material (90, 92; 110, 112);
characterized in that the method further   20  7. A method in accordance
with claim 1, char- comprises forming a linear horizontal peelable
acterized in that it further comprises forming seal (39; 54) above said
fastener members (32,       an additional seal (64) between said walls (12,
34; 48, 50), so that on formation of the product     14; 40, 42) beneath
said first and second receiving pocket, the peelable seal (39; 54) is
lengths of fastener strip material (94, 96; 122, disposed between said
pocket and said fas-  25       124), and providing one or more lines of
weak- tener members (32, 34; 48, 50) to maintain           ness (65)
between said additional seal (64) and isolation of the product (100) from
the fastener     said lengths of fastener strip material (94, 96; members
(32, 34; 48, 50) during dispensing of        122,124). the product (100)
into the pocket. 30   8.  A method in accordance with claim 7, char- 2. A
method in accordance with claim 1, char-            acterized in that it
further comprises: acterized in that the peelable seal (39; 54) is
providing a hole (86) through said pouch formed by the step of applying
heat and pres-        (10; 41) beneath said fastener members (32, sure to a
sealing area (39a, 39b) of said fas-       34; 48, 50). tener strip
material (94, 96; 122, 124) simulta-   35 neously with the step of sealing
said lengths of  9. Apparatus for forming, filling and sealing a fastener
strip material (94, 96; 122, 124) to        hermetic pouch (10; 41) in an
inverted orienta- said walls (12, 14; 40, 42).
tion, said apparatus comprising: means (66, 68; 114, 116) for supplying 3.
A method in accordance with claim 2, char-  40      wall material (90, 92;
110, 112) for defining a acterized in that the step of applying heat and
pair of walls (12, 14; 40, 42) for the pouch (10; pressure to said sealing
area (39a, 39b) and         41); the step of sealing said lengths of
fastener             means for orienting said wall material (90, strip
material (94, 96; 122, 124) to said walls      92; 110, 112) so that said
walls (12, 14; 40, 42) (12, 14; 40, 42) are carried out by a pair of   45
are substantially vertical; horizontal sealing bars (104, 106) which are
means for positioning first and second reciprocable inward and outward to
apply heat        lengths of fastener strip material (94, 96; 122, and
pressure to said walls (12, 14; 40, 42) and      124) between said walls
(12, 14; 40, 42), said said fastener strip material (94, 96; 122, 124).
lengths of fastener strip material (94, 96; 122, 50      124) having
complementary mechanically in- 4. A method in accordance with any one of
terengageable fastener members (32, 34; 48, claims 1 to 3, characterized in
that it further      50) thereon; comprises the step of flushing the pouch
(10;            means (75; 138) for forcing said fastener 41) with N2 gas.
members (32, 34; 48, 50) into interlocking en- 55      gagement with one
another; 5. A method in accordance with any one of                    means
(80; 126, 128) for sealing said claims 1 to 4, characterized in that it
further      lengths of fastener strip material (94, 96; 122, comprises:
124) to said walls (12, 14; 40, 42), with each 7    13                 EP 0
516 393 B1                     14 



length of fastener strip material (94, 96; 122,     (142) for providing a
hole (86) through said 124) being joined to a respective one of said
pouch (10; 41) beneath said fastener members pair of walls (12, 14; 40,
42);                     (32, 34; 48, 50). means (82) for forming a pair of
substan- tially vertical seals joining said walls (12, 14;   5   14. A
generally rectangular pouch (10; 41) for con- 40, 42), so as to define a
product-receiving        taining a food product (100) comprising: pocket
having a width determined by the dis-            a pair of generally
rectangular walls (12, tance between said vertical seals;
14; 40, 42), each wall having a top edge, a means (102) for dispensing
product (100)         bottom edge (16, 18; 56, 58), and a pair of downward
into said pocket to fill said pocket to  10  side edges (20, 22); a
predetermined level;                                  said walls (12, 14;
40, 42) being joined by means (104, 106) for forming a generally
heat seals along their bottom edges (16, 18; horizontal seal between said
walls (12, 14; 40,     56, 58) and side edges (20, 22); 42) above said
predetermined level; and                 said pouch (10; 41) having a pair
of fas- means (108) for separating said pouch (10;  15   tener strips (24,
26; 44, 46) attached to op- 41) from said wall material (90, 92; 110, 112);
posite inner surfaces (28, 30) of upper portions characterized in that the
apparatus further      of said walls (12, 14; 40, 42) and extending the
comprises means (78, 79) for forming a linear       width of the pouch (10;
41) between the side horizontal peelable seal (39; 54) above said
edges (20, 22) of said generally rectangular fastener members (32, 34; 48,
50) in a sealing   20  walls (12, 14; 40, 42); and area coextensive with
said fastener members             said fastener strips (24, 26; 44, 46)
having (32, 34; 48, 50) by applying heat and pressure      complementary
mechanically interengageable to said sealing area to form a peelable seal
fastener members (32, 34; 48, 50) thereon; (39; 54) binding together said
lengths of fas-          characterized in that said fastener strips toner
strip material (94, 96; 122, 124).    25       (24, 26; 44, 46) have a
peelable seal (39; 54) extending the length of said fastener strips (24,
10. Apparatus in accordance with claim 9, char-         26; 44, 46) beneath
said fastener members acterized in that it further comprises:
(32, 34; 48, 50); and means for sealing together said lengths of
that said pouch (10; 41) further comprises fastener strip material (94, 96;
122, 124) be-  30  means defining a hole (86) through said pouch neath said
fastener members (32, 34; 48, 50),       (10; 41) above said fastener
members (32, 34; to form an additional seal (36) between said         48,
50), and means defining a line of weakness lengths of fastener strip
material (94, 96; 122,    (88, 65) above said hole (86) to facilitate open-
124); and                                           ing of the pouch (10;
41) by tearing away an means (140) for providing one or more  35
upper portion thereof. lines of weakness (88) to facilitate removal of said
additional seal (36) from said pouch (10;   15. A pouch in accordance with
claim 14, char- 41) without removal of said fastener members
acterized in that it further comprises a horizon- (32, 34; 48, 50) from
said pouch (10; 41).          tal top seal (36; 64) disposed above said
line 40      of weakness (88; 65). 11. Apparatus in accordance with claim
10, char- acterized in that it further comprises means     16. A pouch in
accordance with claim 14 or claim (142) for forming a hole (86) through
said           15, characterized in that at least one of said pouch (10;
41) beneath said fastener members        fastener strips (24, 26; 44, 46)
has at least one (32, 34; 48, 50).                           45
horizontal bead (38; 52) extending therealong above said complementary
mechanical interen- 12. Apparatus in accordance with claim 9, char-
gageable fastener members (32, 34; 48, 50) acterized in that it further
comprises means for    and above said hole (86), below said line of forming
an additional seal (64) between said         weakness (88; 65). walls (12,
14; 40, 42) beneath said first and   so second lengths of fastener strip
material (94,   PatentansprUche 96; 122, 124), and means (140) for
providing one or more lines of weakness (65) between       1. Verfahren zum
Herstellen, Fallen und Versie- said additional seal (64) and said lengths
of        gemn eines luftdichten Beutels (10; 41) in einer fastener strip
material (94, 96;122, 124).  55       invertierten Ausrichtung, wobei das
genannte Verfahren folgendes umfalt: 13. Apparatus in accordance with claim
12, char-            Bereitstellen eines Wandmaterials (90, 92; acterized
in that it further comprises means        110, 112) zum  Definieren eines
Paares von 8    15                EP 0 516 393 B1                      16
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Wanden (12, 14; 40, 42) fOr den Beute (10;       materials (94, 98; 122,
124) gleichzeitig mit 41);                                             dem
Schritt des Versiegelns der genannten Ausrichten des genannten
Wandmaterials        Langen von Befestigungsstreifenmaterial (94, (90, 92;
110, 112) auf eine solche Weise, daB    96; 122, 124) an den genannten
Wanden (12, die genannten W~nde (12, 14; 40, 42) im we-   6  14; 40, 42)
hergestellt wird. sentlichen senkrecht sind; Positionieren einer ersten und
elner zwei-  3. Verfahren nach Anspruch 2, dadurch gekenn- ten Lange von
Befestigungsstreifenmaterial       zeichnet, daB der Schritt des
Aufbringens von (94, 96; 122, 124) zwischen den genannten        Warme und
Druck auf den genannten Versie- Wanden (12, 14; 40, 42), wobei die
genannten   10  gelungsbereich (39a, 39b) und der Schritt des Langen von
Befestigungsstreifenmaterlal (94,     Versiegelns der genannten L~ngen von
Befe- 96; 122, 124) komplementare, mechanisch in-
stigungsstreifenmaterial (94, 96; 122, 124) an einandergreiffahige
Befestigungselemente (32,    den genannten Wanden (12, 14; 40, 42) mit 34;
48, 50) darauf aufweisen;                    einem Paar waagerechter
Versiegelungsstabe Versiegeln der genannten Langen von Be-  iS   (104, 106)
durchgefUhrt wird, die nach innen festigungsstreifenmaterial (94, 96; 122,
124) an  und nach auBen hin- und herbeweglich sind, den genannten Wanden
(12, 14; 40, 42), wobeil    um Warme und Druck auf die genannten Wan- jede
Lange von Befestigungsstreifenmaterial      de (12, 14; 40, 42) und das
genannte Befesti- (94, 96; 122, 124) mit einer entsprechenden
gungsstreifenmaterial (94, 96; 122, 124) aufzu- aus dem genannten Paar
Wanden (12, 14; 40,  20   bringen. 42) verbunden ist; Bilden eines Paares
von im wesentlichen   4. Verfahren nach einem der AnsprUche 1 bis 3,
senkrechten Dichtungen, die so mit den ge-       dadurch gekennzeichnet,
daB es weiterhin den nannten Wanden (12, 14; 40, 42) verbunden
Schritt des Spllens des Beutels (10; 41) mit sind, daB sie eine
Produktaufnahmetasche mit  26  N2-Gas umfallt. einer Breite definieren, die
durch den Abstand zwischen den genannten senkrechten Dichtun-   5.
Verfahren nach einem der AnsprOche 1 bis 4, gen bestimmt wird;
dadurch gekennzeichnet, daB es weiterhin fol- Ausgeben von Produkt (100)
nach unten in      gende Schritte umfaft: die genannte
Produktaufnahmetasche zum FOI-  30      Versiegeln der genannten Langen von
Be- len der genannten Tasche bis zu einer vorbe-
festigungsstreifenmaterial (94, 96; 122, 124) stimmten Hohe;
miteinander unterhalb der genannten Befesti- Herstellen einer waagerechten
Dichtung        gungselemente (32, 34; 48, 50), urn eine zu- aligernein
zwischen den genannten Winden         s~tzliche Dichtung (36) zwischen den
genann- (12, 14; 40, 42) oberhalb der genannten vorbe-  35  ten LUngen von
Befestigungsstreifenmaterial stimmten Hohe; und
(94, 96; 122, 124) herzustellen; und Trennen des genannten Beutels (10; 41)
Erzeugen von einer oder mehreren Soll- von dem  genannten Wandmaterial (90,
92;         knickstellen (88; 65) zwischen der genannten 110, 112);
zusatzlichen Dichtung (36) und den genannten ,'~j       dadurch
gekennzeichnet, daB das Verfah-  40    Befestigungselementen (32, 34; 48,
50), um ren weiterhin die Herstellung elner linearen     das Entlernen der
genannten zusltzlichen waagerechten abziehbaren Dichtung (39; 54)
Dichtung (36) von dem genannten Beute (10; oberhalb der genannten
Befestigungselemente      41) ohne Entfernung der genannten Befesti- (32,
34; 48, 50) umfalt, so daB sich nach der    gungselemente (32, 34; 48, 50)
von dem ge- Bildung der Produktaufnahmetasche die ab-  45    nannten Beutel
(10; 41) zu erleichtem. ziehbare Dichtung (39; 54) zwischen der ge- nannten
Tasche und den genannten Befesti-     6. Verfahren nach Anspruch 5, dadurch
gekenn- gungselementen (32, 34; 48, 50) befindet, um     zeichnet, daB es
weiterhin folgendes umfalt: die Trennung des Produktes (100) von den
Ausbilden eines Loches (86) durch den Befestigungselementen (32, 34; 48,
50) wih-  50  genannten Beutel (10; 41) unterhalb der ge- rend der Ausgabe
des Produktes (100) in die      nannten Befestigungselemente (32, 34; 48,
Tasche aufrechtzuerhalten.                       50). 2. Verfahren nach
Anspruch 1, dadurch gekenn-    7. Verfahren nach Anspruch 1, dadurch
gekenn- zeichnet, daB die abziehbare Dichtung (39; 54)  56  zeichnet, daB
es weiterhin folgendes umfagt: durch den Schritt des Aufbringens von Warme
Herstellen einer zusltzlichen Dichtung (64) und Druck auf einen
Versiegelungsbereich         zwischen den genannten W~nden (12, 14; 40,
(39a, 39b) des genannten Befestigungsstreifen-   42) unterhalb der
genannten ersten und der 9    17                EP 0 516 393 B1
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streifenmaterial (94, 96; 122, 124), und Erzeu-  der genannten
vorbestimmten H-o6he; und gen von einer oder mehreren Sollknickstellen
Mittel (108) zum Trennen des genannten (65) zwischen der gonannten
zusItzlichen         Boutels (10; 41) von dem genannten Wandma- Dichtung
(64) und den genannten Langen von   5   terial (90, 92; 110, 112);
Befestigungsstreifenmaterial (94, 96; 122, 124).     dadurch
gekennzeichnet, daB die Vorrich- tung weiterhin Mittel (78, 79) zur
Herstellung 8. Verfahren nach Anspruch 7, dadurch gekenn-        einer
linearen waagerechten abziehbaren Dich- zeichnet, daB es weiterhin
folgendes umfaBt:     tung (39; 54) oberhalb der genannten Befesti-
Erzeugen elnes Loches (86) durch den ge-  70  gungselemente (32, 34; 48,
50) in einem zu- nannten Beutel (10; 41) unterhalb der genann-    sammen
mit den genannten Befestigungsmit- ten Befestigungselemente (32, 34; 48,
50).       teln (32, 34; 48, 50) verlaufenden Versiege- lungsbereich durch
Aufbringen von W~rme 9. Vorrichtung zum Herstellen, FUllen und Versie-
und Druck auf den genannten Versiegelungs- geln elnes luftdichten Beutels
(10; 41) in einer  i5  bereich umfalt, um eine abzlehbare Dichtung
invertierten Ausrichtung, wobei die genannte     (39; 54) herzustellen, die
die genannten U~n- Vorrichtung folgendes umfa~t.                    gen von
Befestigungsstreifenmaterial (94, 96; Mittel (66, 68; 114, 116) zum
Zuffhren        122, 124) miteinander verbindet. eines Wandmaterials (90,
92; 110, 112) zum Definieren eines Paares von Wanden (12, 14;  20  10.
Vorrichtung nach Anspruch 9, dadurch gekenn- 40, 42) fUr den Beutel (10;
41);                 zeichnet, daB sie weiterhin folgendes umfaBt: Mittel
zum  Ausrichten des genannten             Mittel zum Versiegeln der
genannten LAn- Wandmaterials (90, 92; 110, 112) auf eine sol-   gen von
Befestigungsstreifenmaterial (94, 96; che Weise, daB die genannten Wande
(12, 14;      122, 124) miteinander unterhalb der genannten 40, 42) im
wesentlichen senkrecht sind;  25      Befestigungselemente (32, 34; 48,
50), um Mittel zum Positionleren einer ersten und     elne zusatzliche
Dichtung (36) zwischen den einer zweiten Lange von Befestigungsstreifen-
genannten LIngen von Befestigungsstreifen- material (94, 96; 122, 124)
zwischen den ge-     material (94, 96; 122, 124) herzustellen; und nannten
Wanden (12, 14; 40, 42), wobei die           Mittel (140) zum Erzeugen von
einer oder genannten L~ngen von Befestigungsstreifen-  so   mehreren
Sollknickstellen (88), umr das Entfer- material (94, 96; 122, 124)
komplementare,       nen der genannten zus~tzlichen Dichtung (36)
mechanisch  ineinandergreiffahige  Befesti-      von dem genannten Beute
(10; 41) ohne Ent- gungselemente (32, 34; 48, 50) darauf aufwei-    femung
der genannten Befestigungselemente sen;
(32, 34; 48, 50) von dem genannten Beute (10; Mittel (75; 138) zum Drlcken
der genann-  35  41) zu erleichtern. ten Befestigungselemente (32, 34; 48,
50) in einen Verriegelungseingriff miteinander;      11. Vorrichtung nach
Anspruch 10, dadurch ge- Mittel (80; 126, 128) zum Versiegeln der
kennzeichnet, daB sie weiterhin folgendes um- genannten LAngen von
Befestigungsstreifen-       faBt: material (94, 96; 122, 124) an den
genannten   4o    Mittel (142) zum Ausbilden eines Loches W~nden (12, 14;
40, 42), wobei jede Lange        (86) durch den genannten Beutel (10; 41)
un- von Befestigungsstreifenmaterial (94, 96; 122,   terhalb der genannten
Befestigungselemente 124) mit elner entsprechenden aus dem go-        (32,
34; 48, 50). nannten Paar Wanden (12, 14; 40, 42) verbun- den ist;
46  12. Vorrichtung nach Anspruch 9, dadurch gekenn- Mittel (82) zum Bilden
eines Paares von im    zeichnet, daB sie weiterhin folgendes umfaft:
wesentlichen senkrechten Dichtungen, die so      Mittel zum Herstellen
einer zusltzlichen Dich- mit den genannten W~nden (12, 14; 40, 42)
tung (64) zwischen den genannten W~nden verbunden sind, daB sie eine
Produktaufnah-      (12, 14; 40, 42) unterhalb der genannten ersten
metasche mit einer Breite definieren, die durch  5o  und der genannten
zweiten LAnge von Befesti- den Abstand zwischen den genannten senk-
gungsstreifenmaterial (94, 96; 122, 124), und rechten Dichtungen bestimmt
wird;                Mittel (140) zurn Erzeugen von elner oder Mittel (102)
zum Ausgeben von Produkt         mehreren Sollknickstellen (65) zwischen
der (100) nach unten in die genannte Produktauf-     genannten zusatzlichen
Dichtung (64) und den nahmetasche zum FUllen der genannten Ta-  56
genannten LAngen von Befestigungsstreifen- sche bis zu einer vorbestimmten
Hohe;            material (94, 96; 122, 124). Mittel (104, 106) zum
Herstellen einer all- gemein waagerechten Dichtung zwischen den 10    19
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Anspruch 12, dadurch ge-        44, 46) wenigstens einen waagerechten Wulst



kennzeichnet, daB sie welterhin folgendes urn-    (38; 52) aufweist, der
oberhalb der genannten faet:
komplementiren, mechanisch ineinandergreif- Mittel (142) zum Erzeugen eines
Loches        fahigen Befestigungselemente (32, 34; 48, 50) (86) durch den
genannten Beutel (10; 41) un-   s  und oberhalb des genannten Loches (86)
un- terhalb der genannten Befestigungselemente       terhalb der genannten
Sollknicklinte (88; 65) (32, 34; 48, 50).
daran entlang verlauft. 14. Allgemein rechteckiger Beutel (10; 41) zur Auf-
Revendloatlons nahme eines Lebensmittelproduktes (100), urn-  10 fassend:
1. Methode employee pour former, remplir et ein Paar allgemein rechteckiger
Wande         sceller un sachet herm6tique (10; 41) en posi- (12, 14; 40,
42), wobei jede Wand einen obe-     tion renversee, cette methode
consistant a: ren Rand, einen unteren Rand (16, 18; 56, 58)        pr6voir
un materiau de realisation de pa- sowie ein Paar Seitenrander (20, 22)
aufweist;   15  rois (90, 92; 110, 112) en vue de d6flnir une wobei die
genannten Wande (12, 14; 40,         paire de parois (12, 14; 40, 42) pour
le sachet 42) durch HeiBkleben entlang ihrer unteren        (10; 41);
Rander (16, 18; 56, 58) und Seitenr~nder (20,        orienter ce materiau
de r~alisation de pa- 22) miteinander verbunden werden;
rols (90, 92; 110, 112) de maniere a ce qua les wobei der genannte Beutel
(10; 41) ein  20     parois (12, 14; 40, 42) se trouvent essentielle- Paar
Befestigungsstreifen (24, 26; 44, 46) auf-   ment a la verticale; weist,
die an gegenuberliegenden Innenseiten         placer un premier et un
deuxieme tron- (28, 30) oberer Abschnitt der genannten Win-      gons de
bande de fermeture (94, 96; 122, 124) de (12, 14; 40, 42) angebracht sind
und Ober      entre les parois (12, 14; 40, 42), ces trongons die Breite
des Bautels (10; 41) zwischen den   25  de bande de fermeture (94, 96; 122,
124) etant Seitenrandem  (20, 22) der genannten allge-       surmontes
d'elements de fermeture compl6- mein rechteckigen Wande (12, 14; 40, 42)
ver-     mentaires m6caniquement enclenchables (32, laufen; und
34; 48, 50); wobei die genannten Befestigungsstreifen          sceller ces
trongons de bande de formetu- (24, 26; 44, 46) komplementar mechanisch in-
so  re (94, 96; 122, 124) aux parols (12, 14; 40, einandergreiffahige
Befestigungselemento (32,     42), chaque trongon de bande de formeture 34;
48, 50) darauf aufweison;                     (94, 96; 122, 124) dtant
joint & la moitie res- dadurch gekennzeichnet, dalB die genann-
pective de 1a paire de parois (12, 14; 40, 42); ten Befestigungsstreifen
(24, 26; 44, 46) eine       former une paire de scellements dispos~s
abziehbare Dichtung (39; 54) aufweison, die  35   essentilleoment & la
verticale et servant a join- Ober die LAnge der genannten Befestigungs-
dre les parois (12, 14; 40, 42), de manibre a streifen (24, 26; 44, 46)
unterhalb der genann-   d~finir une poche receptrice de produit dont la ten
Befestigungselemente (32, 34; 48, 50) ver-   largeur est determin6e par la
distance entre laufen; und                                      los
scellements verticaux; i)         daB der genannte Beutel (10; 41)
weiterhin  40     distribuer du produit (100) vers le bas folgendes umfa~t:
Mittel, die ein Loch (86)       dans la poche r6ceptrice de produit de
manie- durch den genannten Beutel (10; 41) oberhalb      re a remplir la
poche jusqu'a un niveau prede- der genannten Befestigungselemente (32, 34;
tormin6; 48, 50) definieren, und Mittel, die eine Soll-       former un
scellement horizontal d'une ma- knicklinie (88, 65) oberhalb des genannten
Lo-  45  niAre generale entre les parois (12, 14; 40, 42) ches (86)
definieren, um das Offnen des Beu-      au-dessus du niveau preddtermin6;
et tels (10; 41) durch AbreiBen eines oberen Ab-        separer le sachet
(10; 41) du materiau de schnitts zu orleichtern.
realisation de parois (90, 92; 110, 112); caractdrisee par le fait qua la
methode 15. Beutel nach Anspruch 14, dadurch gekenn-  5o     consiste en
outre a former un scellement hori- zeichnet, daB er weiterhin eine
waagerechte       zontal lineaire detachable (39; 54) au-dessus obere
Dichtung (36; 64) umfalt, die sich ober-    des 6lments de fermeture (32,
34; 48, 50) de halb der genannten Sollknicklinie (88; 65) bef-   sorte que,
lore de la formation de la poche indet.
r6ceptrice de produit, le scellement detachable 55     (39; 54) se trouve
dispos6 entre la poche et las 16. Beutel nach Anspruch 14 oder Anspruch 15,
6lements de fermeture (32, 34; 48, 50) afin de dadurch gekennzeichnet, daB
wenigstens einer     tenir le produit (100) isole des. elements de der
genannten Befestigungsstreifen (24, 26;       fermeture (32, 34; 48, 50)
pendant la distribu-    21                EP 0 616 393 B1
22      C L    N   S tion du produit (100) dans la poche.
deuxibme trongons de bande de fermeture (94, 96; 122, 124), et pr6voir une
ou plusieurs li- 2. Methode, selon la revendication 1, caract6risee
gnes d'affaiblissement (65) entre le scellement 



par le fait que le scellement ddtachable (39;      compldmentaire (64) et
les trongons de bande 54) est forme par l'Mtape qui consiste a appli-   5
de fermeture (94, 96; 122, 124). quer de la chaleur et de la pression sur
une zone de scellement (39a, 39b) de la bande de    &  Methode, selon la
revendication 7, caracteris~e fermeture (94, 96; 122, 124) et en mgme
par le fait qu'elle consiste en outre a: former temps par l'6tape qui
consiste a sceller les       un trou (86) b travers le sachet (10; 41) au-
trongons de bande de fermeture (94, 96; 122,  10   dessous des elements de
fermeture (32, 34; 124) aux parois (12, 14; 40, 42).                  48,
50). 3. Methode, salon la revendication 2, caracterisde  9. Dispositif
employe pour former, remplir et scel- par le fait quo I'etape qui consiste
a appliquer   ter un sachet hermdtique (10; 41) en position de la chaleur
et de la pression sur la zone de   1S  renvers6e, ce dispositif comportant
scellement (39a, 39b) et I'etape qui consiste a        des moyens (66, 68;
114, 116) servant a sceller les trongons de bande de fermeture
alimenter un materiau de r~alhsation de parois (94, 96; 122, 124) aux
parois (12, 14; 40, 42)     (90, 92; 110, 112) en vue de definir une paire
sont effectuees par une paire de barres de         de parois (12, 14; 40,
42) pour le sachet (10; scellement horizontales (104, 106) qui agissent  20
41); en r~ciprocite vers l'int~rieur et vers l'exterieur    des moyens
servant A orienter ce materiau pour appliquer la chaleur et la pression aux
de realisation de parois (90, 92; 110, 112) de parois (12, 14; 40, 42) et a
la bande de ferme-    maniere a ce quo les parois (12, 14; 40, 42) se ture
(94, 96; 122, 124).                           trouvent essentiellement & la
verticale; 26          des moyens servant a placer un premier 4. Methode,
solon l'une quelconque des revendi-        et un deuxibme trongons de bande
de forme- cations 1 A 3, caracterisde par le fait qu'elle    ture (94, 96;
122, 124) entre les parois (12, 14; comporte on outre l'etape qui consisto
a net-      40, 42), ces trongons de bande de fermeture toyer le sachet
(10; 41) avec de l'azote ga-       (94, 96; 122, 124) 6tant surmontes
d'elements zeux.                                      30      de fermeture
complementaires mecaniquement enclenchables (32, 34; 48, 50); 5. MWthode,
selon l'une quelconque des revendi-           des moyens (75; 138) servant
a forcer les cations 1 a 4, caractdris~e par le fait qu'elle    elements de
fermeture (32, 34; 48, 50) a s'en- consists en outre A:
clencher l'un avec l'autre; sceller ensemble les trongons de bande   35
des moyens (80; 126, 128) servant & scel- de fermeture (94, 96; 122, 124)
au-dessous         ler ces trongons de bande de fermeture (94, des 6lements
de fermeture (32, 34; 48, 50) afin    96; 122, 124) aux parois (12, 14; 40,
42), de former un scellement complementaire (36)        chaque trongon de
bande de formeture (94, entre les trongons de bande de fermeture (94,
96; 122, 124) 6tant joint a la moiti6 respective j)     96; 122, 124); et
aussi                    40       de la paire de parois (12, 14; 40, 42);
pr~voir une ou plusieurs lignes d'affaiblis-       des moyens (82) servant
& former une sement (88; 65) entre le scellement comple-        paire de
scellements disposds essentiellement mentaire (36) et les elements de
fermeture (32,    a la verticale et servant a joindre les parois 34; 48,
50) afin de faciliter la separation de ce  (12, 14; 40, 42), de manibre A
d6finir une scellement compl~mentaire (36) a partir du   45    poche
receptrice de produit dont la largeur est sachet (10; 41) sans separer les
elements de       ddterminde par la distance entre les scelle- fermeture
(32, 34; 48, 50) du sachet (10; 41).     ments verticaux; des moyens (102)
servant a distribuer du 6. Methode, solon la revendication 5, caracteris6 e
produit (100) vers le bas dans la poche r~cep- par le fait qu'elle consiste
en outre a: former  so  trice de produit de manibre a remplir la poche un
trou (86) & travers le sachet (10; 41) au-      jusqu'a un niveau
pr~dEterminE; dessous des ElEments de fermeture (32, 34;             des
moyens (104, 106) ) servant a former 48, 50).
un scellement horizontal d'une manibre g~ne- rale entre les parois (12, 14;
40, 42) au-dessus 7. Methode, solon la revendication 1, caracterisee   55
du niveau prEditerminE; et par le fait qu'elle consiste en outre a former
un      des moyens (108) servant a separer le scellement compl~mentaire
(64) entre les pa-       sachet (10; 41) du materiau de realisation de rois
(12, 14; 40, 42) au-dessous des premier et    parois (90, 92; 110, i12); 12
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111111111111111111! caract6ris6 par le fait quo le dispositif       paroi
comportant un bord sup6rieur, un bord comporte en outre des moyens (78, 79)
ser-         inferieur (16, 18; 56, 58), et une paire de bords vant a
former un scellement horizontal lindaire    lateraux (20, 22); detachable
(39; 54) au-dessus des elements            les parois (12, 14; 40, 42)
etant jointes par 



de fermeture (32, 34; 48, 50) dans une zone   5    des thermoscellages le
long des bords infe- de scellement de m~me etendue que les dl1-
rieurs (16, 18; 56, 58) et des bords lateraux ments de fermeture (32, 34;
48, 50) en appli-      (20, 22); quant de la chaleur et de la pression sur
la          le sachet (10; 41) comportant une paire de zone de scellement
de maniere a former un          bandes de fermeture (24, 26; 44, 46) fix~es
scellement detachable (39; 54) liant ensemble  1o  aux surfaces internes
opposees (28, 30) des les trongons de bande de fermeture (94, 96;
parties superieures des parois (12, 14; 40, 42) 122, 124).
et s'etendant sur toute la largeur du sachet (10; 41) entre les bords
lateraux (20, 22) des 10. Dispositif, solon la revendication 9, caractdris6
parols de forme gdneralement rectangulaire par le fait qu'il comporte en
outre:       15      (12, 14; 40, 42); et aussi des moyens servant a
sceller ensemble              les bandes de formeture (24, 26; 44, 46) les
trongons de bande de fermeture (94, 96;        6tant surmontees d'elements
de fermeture 122, 124) au-dessous des elements de ferme-
compl~mentaires m~caniquement enclencha- ture (32, 34; 48, 50) afin de
former un scelle-    bIls (32, 34; 48, 50) ment compl~mentaire (36) entre
les trongons   20       caract6risd par le fait quo les bandes de K)
de bande de fermeture (94, 96; 122, 124); et        fermeture (24, 26; 44,
46) comportent un scel- aussi
lement detachable (39; 54) s'dtendant le long des moyens (140) servant A
prevoir une          des bandes de formeture (24, 26; 44, 46) au- ou
plusiours lignes d'affaiblissement (88) afin    dessous des elements de
fermeture (32, 34; de faciliter la separation de ce scellement  28    48,
50); et aussi complementaire (36) A partir du sachet (10;            par le
fait que le sachet (10; 41) comporte 41) sans separer les 6lments de
fermeture         en outre des moyens servant a ddfinir un trou (32, 34;
48, 50) du sachet (10; 41).               (86) 3 travers le sachet (10; 41)
au-dessus des el6ments de fermeture (32, 34; 48, 50), et des 11.
Dispositif, salon la revendication 10, caracteri-  3o  moyens servant &
d6finir une ligne d'affaiblis- se par le fait qu'il comporte en outre des
soment (88, 65) au-dessus du trou (86) pour moyens (142) servant a former
un trou (86) a       faciliter l'ouverture du sachet (10; 41) en ddchi-
travers le sachet (10; 41) au-dessous des e1-     rant une partie
superieure du sachet. ments de fermeture (32, 34; 48, 50). 35  15. Sachet,
solon la revendication 14, caract6ris6 12. Dispositif, solon la
revendication 9, caracteris4  par le fait qu'il comporte en outre un
scelle- par le fait qu'll comporte en outre des moyens     ment supdrieur
horizontal (36; 64) dispose au- servant & former un scellement
compl6mentai-       dessus de la ligne d'affaiblissement (88, 65). re (64)
entre les parois (12, 14; 40, 42) au- J>      dessous des premier et
deuxieme trongons de   40  16. Sachet, solon la revendication 14 ou 15,
carac- bande de formeture (94, 96; 122, 124), et des      terise par le
fait qu'au moins l'une des bandes moyens (140) servant a prevoir une ou
plu-         de fermeture (24, 26; 44, 46) comporte au siours lignes
d'affaiblissement (65) entre le      moins un bourrelet horizontal (38; 52)
s'6ten- scellement compl~mentaire (64) et les tron-        dant le long de
la bande au-dessus des 616- gons de bande de fermeture (94, 96; 122,  45
ments de fermeture compl~mentaires mdcanl- 124).
quement enclenchables (32, 34; 48, 50) et au- dessus du trou (86),
au-dessous de la ligne 13 Dispositif, solon la revendication 12, caracteri-
d'affaiblissement (88, 65). se par le fait qu'il comporte en outre des
moyens (142) servant A former un trou (86) &   50 travers le sachet (10;
41) au-dessous des e1- monts de fermeture (32, 34; 48, 50). 14. Sachet de
forme generalement rectangulaire (10; 41) servant A contenir un produit
alimen-  ss taire (100) et comportant: une paire de parois de forme
gendrale- ment. rectangulaire (12, 14; 40, 42), chaque 13    


