- 1 DEVICE AND METHOD FOR DECANTI NG POADERS AND SOLI D SUBSTANCES WHI LE
AVO DI NG CONTAM NATI ON AND NOVEL USE OF A WELDABLE AND PEELABLE TUBULAR
FI LM The invention relates to a device and a nmethod for decanting
(emptying and/or filling of containers, such as bulk good containers or
silos or the like) while avoiding contam nation. The steadily rising
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are used. The products have an ever higher degree of

specialization, i.e., ever higher degrees of purity,
more and more active and valuable materials, and

possibly also more and more hazardous materials.

The problems go in two directions. On the one hand, in
the field of operator protection: an operator cannot be
subjected to any hazard and, on the other hand, in the
field of product protection: the product cannct be
stressed or contaminated with foreign materials,

bacteria, etc.

These are general requirements, which occur above all
in biotechnology, food, chemical, and pharmaceutical
areas of industry and possibly also in food technology

and agriculture and medicine.

In order to meet these requirements, the products to be
processed are not handled open, but rather in closed
transport containers, such as fixed transport
containers, flexible transport containers (also called
big bags), or barrels. All transport containers may
additionally be equipped with a film inner bag (inner

liner).




z- The question arises as to how these transport containers can be enptied
and filled while avoiding contam nation. Wile costly and conpl ex docki ng
systens such as divided flaps, cone systens, or the like are already

avail able for the fixed transport containers, no satisfactory solution
exists for transport containers havi flexible outlet and/or intake,
which reliably prevents the contam nation of an operator and/or the

escape of degantifi@dmaleri alrdid ngathe %ecafmw NgthRsECEAW fhspHie probl em
is that up to this point there has been n n possibility f.or
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the surroundhngsinattboproduct intake or product outlet of a facility or a
systemand to renove the enptied or filled container after the enptying or
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The problem is that up to this point there has been no
clean possibility for cennecting transport c¢ontainers
having flexible outlet 1in a form <¢losed tTo the
surroundings at a product intake or product outlet of a
facility or a system and to remcve the emptied or
filled Container.after the emptying or filling again

completely free of contaminaticn.

A facility 1is understood 1in the meaning of the
invention as arbitrary containers in which something is
located, which 1s subsequently to be in another
container and/or in another apparatus. In many cases,
the products are stored and processed in containers.
However, they may also be solids or objects which come
out of an isoclator. Therefore, the term facility 1is
used hereafter, which alsc comprises the term container
or isolator and/or also a space 1in the broadest
meaning. For the same reason (broadest interpretation)
any container in which decanting is to be performed is

referred o as an apparatus hereafter.

Systems up to this point have used mechanical clamping
apparatuses for the attachment of the containers, the

outlet being clamped and sealed on the attachment




outl et being clanped and seal ed on the attachnment 3 system Upon changi ng
of the container, however, both the attachnent system and al so the
container are open. Soiling at the attachment point and contam nation of

t he operator and the surroundi ngs may .occur due to dust-charged air and
due to trickling residual product. 'Ar inprovement of this known technol ogy
is described in WD 2005056443. An attenpt is nade therein to provide a

met hod for Lowteant agbRatdnem ampt wﬂlgt@@dé@ﬁtéiﬁét nghoaebgrﬁ%@t@pnt ai ners
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nor e bi ndi ngopdings atto e gobkahmerns befiate 4 cdecanihagise ifat not hing
can escape Qﬁtmeen Ehkﬂgagd ntalner durlng the decantlnthln partlcular
a procedure Qccordi ?ﬁe Iomnng steps’is Mused “Msi tu ?lng a
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attachment pipe, situating a tubular filmaround the attachment pipe so
that it presses against the intake-side edge of the attachnent pipe to
form a seal 21 bi g et t@butiars i1 NHE % tigcHfssripiepe 180 that a
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t hus enptying the bulk good, 4 gathering the free end of the tubular film

remai ni ng above the cl anpi ng poi nt agai nst the container outlet
A tubular film is used therein, which connects one

container to the other container and is connected at
one cr more binding points to the containers before the
decanting so that nothing can escape between film and
container during the decanting. In particular, a

procedure according to the following steps is used:

situating a container to be emptied having an outlet

bound at a binding point above an attachment pipe,

situating a tubular film around the attachment pipe so
that 1t presses against the intake-side edge of the

attachment pipe to form a seal,

binding the tubular film above the attachment pipe so
that a funnel-shaped expandable end of the tubular film
remains above the binding point, clamping connection of
cutlet of the flexible container and the tubular film
so that free tubular film remains above the clamp

connection,

loosening the binding points of outlet and tubular film

and thus emptying the bulk good,




and fixing it thereon, drawi ng out tubular filmfroma tubular filmsupply,
until clean tubular filmis avail able above the attachnent pipe, closing
the tubular filmat two adjacent closure points in the clean area, cutting
t hrough the tubular filmbetween the two closure points, draw ng out
tubular filmfromthe tubul ar films‘uﬁlpl'y and binding it again at a

bi nding point at a distance fromthe cutting point, renoving the closure

point in th&a@i’i@ﬁr@cﬁ; the qutdd ng,q PRENt-rand. gpreadi PglﬁUtrehQ§n1Ht§u' ar film
between the” cutting point and the binding point, which is locatéd at a

di stance fraRPThetBAt GIAGPABENPO 1 % FifineFhe sAapkairgliefal et

mani pul at i oangoppk il - fureerafn,cont am nati on does not occur through this
bi ndi ng method with incorporation of attachment pipes. At the binding
point [3.1] (cf. Figure 1), the inner side of the tubular film which was
cont ani nat edraning souhnegntsilde, fislm ekxposea updnildre franskeppfiyom one

decant i ng p&%ﬁﬂur&eéﬁ’ aaﬁ‘r?&‘# aflecani ) ng; Brog‘?rQHfLleé/m §bbak canet hus

escape fromthe inner the tubular filminto the —surroundi ngs. The
known net hodt achmrgist deirmt ageous in relation to other known sol utions,

but is not actually optimal in regard to avoiding contam nation. Above all
in the 5- further trans ort and/aqr in the further manipulation using the

facilities Gref Hyparif Lagoritiad fdt it i7gd aﬁ(?fltprcé(?lsbld@dpo?ﬁésl nventi on
is thus basad ﬁrletch]eembjaeﬁa of providing

cutting through the +tubular film between the two

closure points,

drawing out tubular film from the tubular film supply
and binding it again at & binding point at a distance

from the cutting point,

removing the closure point in the area of the cutting
point and spreading out the tubular film between the
cutting point and the binding point, which is located
at a distance from the cutting point, into a funnel

shape.

However, manipulation completely free of contamination
does not occur through this binding method with
incorporation of attachment pipes. At the binding point
[3.1] (cf. Figure 1), the inner side of the tubular
film, which was contaminated on 1ts inner side, 1is
exposed upon the transfer from one decanting procedure
tc a next decanting procedure. Material can thus escape
from the inner side of the tubular film into the

surroundings.

The known method is thus advantageous in relation to
other known solutions, but is not actually optimal in

regard to avoiding contamination. Above all 1in the




a novel nethod and a novel device which ensure conplete avoidance of
contam nation. This object is achieved by the nethod according to Caiml
and by a device according to Claim5, and in particular by the novel use
of a wel dabl e and peel able endless tubular filmaccording to Caim10. In
addition, C aim 15 discloses an inpbe%d'nethod for not only

contam nation-free, but rather also sterile decanting. Caim?20 relates to

a device whigh:i sy, %%@B%E%@! %&)BIS hﬁprt%edfﬁﬁwgg mm%[p%%%%hal part of
t he novel device and the novel nethod is the use of eel abl e

endl ess t ubBi Ry FF?nfﬁﬁlébEh%%tPBH ﬁPPﬁrétééﬁﬁkeF@nFéBPQéEﬁﬁﬁtlSof t he
known bi ndi Agt netdetudyd wel di ng nethods. In particular also at the binding
point [3.1], which expressly cannot be wel ded according to the known WO A
Through the wel ding according to the invention even at this point, it is
firstly enstnedithatt amy isohhaﬁihasédgonoahbngbjetttbé pubwﬁdﬁnbiln1renain

captured (fysgg)eq r}nd%ﬁ}%a@rf’d SeamAnd [P crllepeliatoed g Jlie

surroundi ngs. Secon the peeling capability of tubular film
according t@W@*ﬁ?n¢@nﬂﬁn¢Qﬂiaﬁﬂa§$%qn -possi bl e that, after the wel ding to
the intake, the connection between container and apparatus can be produced

W t hout haV|ng to_perform manipul ations u3|n% t he bindhgg thread. Peeling
ability is'uhderbis6d as®t RENIRYFE tHYi d-Rthi BRTECH f£I5TFi MM E®hich is
wel ded - possahﬁyltandtsgdfa deafcbeadevached tagalaiat 3 heamel dnseam as
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endless tubular film according to Claim 10. In
addition, Claim 15 discloses an improved method for not
only contamination-free, Dbut rather also sterile
decanting. Claim 2C relates to a device which 1is

supported on this improved method.

The essential part cf the novel device and the novel
method is the use of a weldable peelable endless
tubular film in connection with a complete replacement
of the known binding method by welding methods. In
particular also at the binding point [3.1], which
expressly cannot be welded according to the known WO-A,
Through the welding according to the invention even at
this point, it is firstly ensured that any
contaminating cecatings of the tubular film remain
captured (fused) 1in the weld seam and cannot be
discharged to the surrcundings. Secondly, the peeling
capability of the endless tubular film according to the
invention makes it possible that, after the welding to
the intake, the connecticn between container and
apparatus can be produced without having to perform
manipulations using the binding thread. Peeling ability
is understood as the property in which a plastic film
- which is welded - possibly to itself - can be detached"
again at the weld seam, as if it had never been welded.

This relates in particular to treated and/or produced




nostly already used in plastic packages, in order to nake opening the
package easier for a custoner. In addition, it is obvious and advant ageous
inthe invention if the endless tubular filmis not tightened around the
intake.- i.e., typically on the bottom as in the known devices - but

rat her around the outlet. This advantageously provides the feature that
conpl ex clanping devices, etc., may be di spensed with, because the

endl ess tubglahsfi lWRich dnawe auli<f rempepcy O Thalkt oM clanel ddhen ikenai ns
hangi ng in susgﬁnde form 'kﬁ" re3U|res no additional retention.

Final Iy, thPSStEYr EurEfarcé %ot prBvREEsCt RECEa9&Tr age! t RAEST hé&® funnel
shape of theakadbessitigbtibarpdditagarmadier digpansedtwielr.(cf. to Figure 8
of WO-A), because particularly this necessity in the prior art results in
t he exposure of a large contam nated surface, nanely the inner side of the
funnel . Theladwaliftidgeral sbtr eisul pyviiauparatitubdranhpgaghst ien #dgel devi ces

and the novel opthods; £hat -t Bgqiack! LhbhesarardiAPRAr aLYSes g@kenept i mal ly
cl osed after the decantln% according to the invention using the endl ess
F

tubul ar fil#Tawedt hlg FB§EFEe nd &ddi thBH2 Yot hgth@efPEES™ whAFch overal |
i mproves noinomhy tdi@wpurddyi @fs theuretdathdiutaraimer taksouttistef ficiency

inrelatio to typical systenms. Arbitrary apparatuse ich are known per
s6 such s WIT atlSPS ERBENST bR PERY HeCor oG o e EEba RBPACTcan be
used for hotthmyindedentdtess ¢ubul amayi bm dirpthssd wegar dperefierence is
expressly npde Qe expansiop #ing 9sf r@ﬂjrﬁ‘eofdtg!lkﬁém%%&éﬂet%@ A and

to the associated explanatory parts of the description, are thus
i ncor por at eePHe®i n2as byheref &cBgées 7manging in suspended form,

i.e., requires no additional retention. Finally, this
circumstance also provides the advantage that the
funnel shape of the endless tubular film may be
dispensed with (c¢f. to Figure 8 of WO-A), because
particularly this necessity in the prior art results in
the exposure of a large contaminated surface, namely

the inner side cof the funnel.

The advantage also results in particular through the
novel devices and the novel methods that the facilities
and apparatuses are optimally closed after the
decanting according to the invention using the endless
tubular film and thus require no additicnal closing
devices, which overall improves not only the purity of
the method but rather also its efficiency in relation

te typical systems.

Arbitrary apparatuses, which are known per se such as a
radial expansion ring according to the cited WC-A, can
be used for helding the endless tubular film. In this
regard, reference 1s expressly made to the expansion
ring 9 from the figures of the WO- A and to the
associated explanatocry parts of the description, which

are thus incorporated herein as by reference.




The nethod and the construction of the invention are explained and further
advant ages are disclosed hereafter. The nethod is set up so that it is

best suitable for the decanting of bul k goods, i.e., powders and solids,
for exanple, while avoiding contam natjon. In addition, however, there is
still a further application in nedical technol ogy and surgery. For

exanpl e, during organ transplants, the transport of organs or tissues

necessari | yraeCWetnothi £y Migt BenGeRKeyYednas, Mith a3nyBASSHA! & a
sterile and contanlnatlon-free manner and ossi bly nust be repacked. Such

tissues andfEP18rBaAs 2B t HIIHES nago¥ps aB@Sopt?ﬁ%llﬁhdﬁﬂéﬁfﬁh usi ng
the solutinageaccerding to the invention. According to the invention, the
goods are decanted froma facility having a possibly flexible outlet into
a downstream apparatus having a wel dable intake of an inner liner in the
form of a tUbal aethokdmis heetretihodohdawniatg jtmeisfbesbvwsngtﬁbtlhocfosct eps. Such
facilities gre ghagdardyl efggjﬁ@g'ngogagy' 39 61,07 B ksl % dANSpOrt bags,

i sol ators, clean roons, do not have'to be explalne in greater

detail. Ve5S&l @X@Ialab%r awlmsb%)awlﬁgg i GTEraT i ey i nar d alasislitdcindar d and

frequently H@ﬁéiveﬂ'he thees ligfersdSito a kempriher r%@gjme,@t%tner iig back
fromthe aCtu%écﬁi tainer, into which the decantln is. to be erforned,

and thus i npe RS of "Ap it U andPér ShEERIFal TS Whe fir st
step, an endtgss tmbubpnaﬁtknlthl&han$pomﬂ dabl ergans t sroutiersusisde and
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li ke an el opgasiohe ointéhesithIJeEt gldbmpritanination-free manner and
possibly must be repacked. Such tissues and/or organs

and the like may also be optimally decanted using the
sclutions according to the invention. According to the
invention, the goods are decanted from a facility
having a possibly fiexible outlet intc a downstream
apparatus having a weldable intake of an inner liner in
the form o¢f a tubular film, the method having the
following method steps.

Such facilities are standard in greatly wvarying forms
{silcs, transport bags, isolators, clean rooms, etc.)
and do not have to be explained 1in greater detail.
Vessels (apparatuses) having inner liners are also
standard and frequently used. The inner liner is to
keep the received material back from the actual
container, into which the decanting is to be performed,
and thus impede contamination of apparatus and/or

material.

As the first step, an endless tubular film, which is
weldable con its outer side and inner side, the inner
side being peelabkle after welding, is attached around
‘the outlet cof the facility, in such a way that it may
be drawn like an elongation of the outlet alcong its

longitudinal extension. The endless tubular film is




| ongi tudi nal extension. The endless tubular filmis 8 fixed, for exanple,
usi ng an expandable ring on or over the outlet, so that it can be pulled
out further until it is used up. The endless tubular filmis preferably
folded simlarly to a folded bellows for this purpose. This is known per
se and has the advantage that the tTd%Sbort and storage and the

reposi tioning of endless tubular filmare sinple. If the endless tubular

fiimis vel dedegn Ebs S8R 800 ulid o MOUOLEAIALALAN] Lt RS okases the

outlet. This 1s ch l'ess costly and
cl eaner thaﬁhﬁyspééﬁtflﬁ@sthéf«clt patalise Ppddsobyt diuptdeantindtderial s are
stored in ajtagisl idsed Rip SGHH@”@@dlé@@ Eb@@EarVﬂiYﬁSaseb&ef%&%bl@yplCa'|y
be cleaned_e ﬁe |aII L% garthgulag gbme .the endl ess tubul ar
f|In1assune§O? REE %a? CF?O TEAPED BRESPYS] OH|§ s /PR A net hod
cycl e begi nShist is theowel déng sef d4re Badl&m&taﬁnﬁnﬂaqelnhafftﬁmurse, this

wel di ng my, gl s0.al feady beoperloLnmd rat LRt iEshRgl ok ol dhigsend ess

tubular filmin m pro uctlo ory, t Rat after the
endl ess tubbithyldi| mls iﬁﬂlﬁxmnﬁﬁn initially no nanlpulatlon has to
occur, but rather the facility may in turn be filled with the material.

Fbmever the invention also conprlses m xed variants, i.e., variants
whi ch have VAl VBE PRYABESt toRULE Tt He L8ndiese dashl e lFFIﬁFeﬁse§§on as the

endl ess t ubuhaehki lnmmSeun slttaieposllttl’@fﬂjs thesdnteke efittibe.appasatus into

whi ch decanting is t be pggfor %i ted aro thhe ou er si de of
the endl est™t b%&%ﬁ § i1 Tt Ssitde "Bide 16F° Fﬁg Htake CONes
to rest aboa@dthbeanéﬁeﬂh@mlnypmtaihélaps, etc., because possibly

different materials are stored 1in a facility in
sequence, the flaps, valves, etc. must typically be
cleaned especially well in particular. However, if the
endless tubular film assumes this valve function, this
effort is dispensed with. A method c¢ycle begins with
the welding of the endless tubular film.

Of course, this welding may also already be performed
at the first point of the endless tubular film in the
tubular film production factory, sc that after the
endless tubular film 1s pulled out, initially no
manipulation has to occur, but rather the facility may
in turn be filled with the material. However, the
invention also comprises mixed variants, i.e., variants
which have valves in addition to the endless tubular
film.

As soon as the endless tubular film is in its position,
the intake of the apparatus into which decanting is to
be performed i1s situated, around the outer side of the
endless tubular film so that the intake-side edge of
the intake comes to rest above the welded point of the

endless tubular film.




endl ess tubular film 9 Material is now preferably pressed back fromthe
endl ess tubular filmin the direction of the facility, so that the inner
sides of the endless tubular film come to rest one agai nst another and the
inner side of the intake is seated with total surface contact on the

outer side of the endless tubular film The wel di ng of the endl ess tubular
filmto the intake is then perforned, so that at |east one continuous new

vel d seam ayises; on tl@ el ess-Jahular, f'ﬁﬂ@s@%ﬁ“’e%@ckl t%r%fﬁ' sthag wel d
seam and i nt ake-si de edge of the |ntak whi ch on the one hand connects

the inner stfdlest tWeiiak akblPolp hehouteFestden opft heceharadstvubul ar

filmand ongé hehgth%&aﬂﬂn@@n@q@e@ tdwe tnaerenm@%softumpa@n@hms t ubul ar
filmat the same point. groce urednﬁ% be Rerforaed si ng
typical pul $&"%etdif ta%%%r%%%%% WOLPEh Byt hBF mi"REI 8 8F using

| aser wel dilng imtdle is apsatsgi vhthebotakt hodfater cexbapt eon Bie
subsequent | y,remving the peel able d Q%%rlﬁ!d%éﬁk,the endl ess tubular film

& lﬂec
the two wel d sears 1n 1 i nterior e endless tubular filmare peel ed
so that the facility is connected to the apparatus via a laterally closed

tunnel . Ther}Q@C@é‘Idiﬂgg PLECedUr @ B s st R$H10GEUrSi 38 tONPhas ihhgxendl ess
tubular filmis welded through again - preferably after prior materi al

d|splacenen%Sth%%h%?¥{R§W?ﬁveﬁo ??ﬁrﬂtpﬁ?ﬁ?t OBRJCCBpPrEEEeB Y he
material flwid nséhns awdpesThirs ther éndekdsng torrsasponts bett/Benfirst and

the cycle is close and/ t he _next ppRaratus can be fill d he wel di ng
i's preferab¥5 pSr%égﬁﬁg df eseﬁlrdadilﬁt %ﬁedelf'enou%% fﬁgt g%bsequently
the cuttingintwloughwiofch on the one hand connects the inner side

of the intake to the outer side of the endless tubular
film and on the other hand connects the inner side cof
the endless tubular film at the same point. The welding
procedure may be pefformed using typical pulse welding
apparatuses, or also by thermal welding or using laser

welding in the transmission beam method, for example.

By subsequently removing the peelable inner side of the
endless tubular film, the two weld seams in the
interior of the endless tubular film are peeled so that
the facility dis connected to the apparatus via a
lateralily closed tunnel. The decanting procedure may
thus occur, as long as the endiess tubular film 1is
welded through again - preferably after prior material
displacement by constructicn at a third point - and

suppresses the material flow in this way.

This third welding corresponds to the first and the
cycle 1s closed, and/or the next apparatus can be
filled.

The welding is preferably performed at the third point
widely enough that subsequently the cutting through of
the endless tubular film occurs in the area inside the

weld seam - preferably approximately centrally. The




t he endl ess tubular filmoccurs in the area inside the weld seam -
preferably approximately centrally. The 10 - welding may al so be executed
at the third point as a double weld seam having a central partition seam
The mount of the endless tubular filmis preferably a tubular film
carrier, which possibly operates using“an expanding ring or the like for
the fixing. A practical welding nethod results if the welding is perforned

usi ng pul se ueldhnorhechnalPgys apdigfedf ar Relor&the yeldings the endl ess
t ubul ar fllnllslgressed t oget her using clanping bars, so that the materi al

in the aredCdPlendefat el S¥hm i R LNarrgFdownwar d i nto the

tubular filmas nmuch as possible. The bars and welding rollers, welding

el ectrodes, . .or the Lik rre preferably inplenmented.as__inte ted, so that

they also. ulBe: Bl STad e UG R T BT s o RRSroag L B of or ably

used accordingulap fhémi peenteéon. wihbkr poerpht gbbpeweltdengsitigchnol ogi es,

such as ult i e | .09V, | ; r j : nol ogy may al so be
éQﬁQH&fn%. Hehﬁ‘gccg%rtﬁ 1338 ﬁ]of’\ﬁ:lhcg 1 L

used, however. A devic g to the invention for the decanting of
bul k materials w thout contam nation and in particular for performng a

met hod as dAsgfr@@Qdca@omldﬁgdir@@&m&dréauggi 5. t i gedevhge iiss refined
'

by dependent ains 6 through 9. The welding . device is preferably a pul se
wel di ng devPRETOBRE o SaPlo bk | ELAANEU R e, 2UH ©h iy

pref erably lsefotdroughvs heiendless dndlid=er fuduba mpjirlexiirapelysied t he
mddle of .t&?%éf‘@ﬂlgr SGaih §Egﬁgﬁh§aya§’s o2 gl %h@ﬁﬁt&?i&*ﬂei‘%' ded
area, It 1S nsured at contam nated Surfacés aré no exposed
the area of the later weld seam 1s displaced
upward/downward into the tubular film as much as
possible. The bars and welding rollers, welding
electrodes, or the like are preferably implemented as

integrated, so that they alsc use the bars as a guide.

Pulse welding technology 1is preferably used according
to the invention. Other comparable welding
technologies, such as ultrasonic technology or laser

welding technology may also be used, however.

A device according to the invention for the decanting
of bulk materials without <contamination and in
particular for performing a method as disclosed above

is disciosed in Claim 5.
This device is refined by dependent Claims 6 through 9.

The welding device 1s preferably a pulse welding device
and/or also comprises a cutting device, which may
preferably cut through the endless tubular film
approximately 1in the middle o¢f the weld seam.
Specifically, if a cut is made to the welded area, it
is ensured that contaminated surfaces are not exposed
at all. Any contaminations are and remain bound in the

weld seam.




at all. Any contam nations are and rermain bound in the weld seam 1 Il -
11 Polyethylene is available as a typical plastic for the endless tubular
film fromwhich the inner liners are typically also produced. However

the invention is in no way restricted_to polyethyl ene. Because endl ess
tubular filnms are al ready known per‘sé} “the novel use according to the

i nvention of such a film for the decanting of materials froma facility

into an app@igéyﬁylén@ $0 phacegh Ladgs QrQE/EQE!a@np!LngLé' #b10+heEndl ess
tubular filns have al so, of course, been known for sone tine, as al so

di scl osed |ﬁn@h%8%m$BPUiﬁﬁe§é#mr GHOM oot RIchR P C3BSERDGISr il ns

havi ng peel apbecaimpenlsbdprbavecbeemoused f, orcrecamdng g ocedunes.  Unti |
now, they were only used f ack ur oses in that a packet is
prepared frdmhthé ¥ ot 5t ?4 ﬁ% |g%1 e opened by peeling. Typical
exenplary application: potato chip packages or the like. Further Cains 11

through 14 gisghose.siidl funther. ratined detaid:s,ofthe yse. <the method

accordlng to i nven |on or t e ster ecanting o whi | e
avoi di ng cobtan et ohse rarrer diad 1ha whﬁa\mwgmftlm bite sugtt Befiilfit 0 a

downst r eam gppat |t UghaNt NEg o rehdablea1knkake of rapinnagr ihiBerni n the
formof a tubular film is disclosed in daim15 and has_the fﬁllomﬁng

method st ePPaTILTS Jt% P heHEFIh A A STRGFEC 1Bt ABd“il§1Badld in

principle on the usage prlnC|pIe of a wel dabl e peel able endless tubular

filmand tqﬁgﬁf % %PIH ave ayggtlog %%Egsghebggah%%o%ﬂd devi ces
and/ or uses esc?| 4 !
for some tlme, as also disclosed in the WO-A. However,

until now no such endless tubular films having peeclable
inner side have been used for decanting procedures.
Until now, they were only used for packaging purposes,
in that a packet 1is prepared from the tubular film,
which can be opened by peeling. Typical exemplary
application: potato chip packages or the like.

Further Claims 11 through 14 disclose still further
refined details of the use. The method according to the
invention for the sterile decanting of solids while
avoiding contamination from a facility having £flexible
outlet into a downstream apparatus having a weldable
intake of an inner liner in the form of a tubular film
is disclosed in Claim 15 and has the following method

steps:

It is to be noted that this novel method is based in
principle on the usage principle of a weldable peelable
endless tubular film and thus represents a coherent
invention with the method and devices and/or uses

described above.

Situating an internally sterile endless tubular film,
which is peelable on its outer side and inner side, the

inner side being peelable after welding, around the




Situating an internally sterile endless tubular film which is peelable on
its outer side and inner side, the 1inner side being peelable after
wel di ng, around the 12 sterile outlet, welding the endl ess tubular filmon
its free end, adapting a sterilized Q?Q_to the intake of the inner liner
and sterilizing the bag having inner iner, the bag having been
constructed as follows prior to the welding to the intake of the inner

liner: A tubdbtariéransidt ongdiding vird etnd1 ki efhphud aRote i 1knbar Rakl y _
wel dabl e bu% i s already externallé melgablﬁ, is melq%gle on |tsfouter si de
to the innef SFdE"8r &P Rfake BhATtsteonnBePed usity F1525Fd85f aci ng
away from the inhake ltimerheabédgsshapedzseal ithg fiddn hahdse hagerfl oor is

i nside the it ' ose b [ 0 t .the side of
the transi tTHACT | Wit 4t hg T Bak) 15 G RS TCAieS. For ousigl EHhaT ded. a

pl astic whiehthe weldineltdabite baitigselfedted ihoert Renssaling film

situating the bag-shaped sealing filmaround the outer side of the endless
tubular filmso that the welded part of the _endless tubular filmconmes to

rest inside® tHEPHRE PrefEtdbish pushithg Bddd efdrer &L CSut 16f £RE endl ess
]E_u:)ul ar fihl iﬁl‘i@fﬁ@ﬁl}d!vf@,&idﬂl’b ﬁfuﬁ hies falamﬂ'elaidtyy,emlrdliaagy m@ad@mbelsz t ubul ar

ilmto the,sealin i so that _at, |l east e continuoys new seam
preferably a° %ﬁiﬁé@i%ﬁ§% ég%n?u%?Fsﬁéd%né?hgp%nﬁpggg Fa§8|8% ffm bet ween
its existingniweke sedmancbiteefadkeersdge idfs shde Sealingg alwialymtrbhe new wel d
seam connecg;l ng. Lnner i d f eal.LR i t t si de of
the endleg%ﬂ€u6EFg¥%f?anj%% ?ﬁg 8%§§%gn§?éégggcgﬁﬁégtiﬁgog%hgggnner si de
of the endl&s%c% ubtl Brstd¢ ntle thensapeon film and whose bag edge

is connected to the side of the transition film facing
away from the intake, for example, welded, a plastic
which is well weldable being selected for the sealing
film;

situating the bag-shaped sealing film around the outer
side c¢f the endless tubular film so that the welded
part of the endless tubular film comes to rest inside
the bag;

preferably pushing back material out of the endless
tubular film in the directicn cf the facility, welding
the endless tubular film tc the sealing film, so that
at least one continuous new weld seam, preferably a
double weld seam, arises on the endless tubular film
between its existing weld seam and the free edge of the
sealing film, the new weld seam connecting the inner
side of the sealing film to the outer side of the
endless tubular film, on the one hand, and connecting
the inner side of the endless tubular film at the same
point, on the other hand, during this welding
procedure, a partition seam being placed in the middle
of the weld seam, preferably between the double weld
seams, so that the part of the endless tubular film
facing away from the ocutlet is cut off in the form of a




point, on the other hand, during this welding procedure, a partition seam
being placed in the mddle of the weld seam preferably between the double
wel d seans, so that the part of the endless tubular film facing away from
the outlet is cut off in the form of E 13 token including materi al

together with the sealing film surro ﬁding it. The welding and cutting
through is caused externally through the transition film w thout wel ding
or cutting tbheaughclheihganstdiom fidgpinseldicBagruse dining imner | ayer
of the transition filmis not weldable, no connection of the filns occurs.
Subsequentl§Prfﬂgnﬁ%%9ab€e i nner side of the endless tubular filmis
detached at its second welded point, so that the decanting procedure

occurs unt ikl NG cqRdl eSS, d UBHLBELT LRI S8081 0 uelded thaygh gl a third
point and prevents the materra ow in this way. The séaling frimis
preferably sereegedtie obrpugligol Sty |vwiidioWesmisEna drs quiggng

conti nuousl ypuehgabtge tThasmBRLRUEALHORLES] @SPekalky $hAR! & nhk it he bag is
wel ded tlghi%ﬁ to the inlet, then sterilized, preferably Y-sterilized, and

suppl i ed as @KChcc®¥ssdiif tdarrétdeBantét™ | hSortRy t51sIakdISf y PPhe cutting
t hrough, theoneddthgn sBycie pemoromadizso Wi dely at the third point of the
endl ess tubular film and the cutting through of the endless tubular film
may subsequently occur in the area inside the weld seam- preferably
appr oxi nat ebybseemnalyy <thef trerclafrileh anmew bikki ngf detantsnegespr ocedure
TRy 20ain OCGhEIdn AL NEV ARRAAINS oA LET NAlINE] Yo dicdoublia eld seam
havi ng centr al Eartltlon seam nay be applied to the endfess tubul ar

that the decanting procedure occurs until the endless

tubular film is again welded through at a third point

and prevents the material flow in this way.

The sealing film 1is preferably selected from pure

polyethylene, because it is thus continuously weldable,

The manipulation is especially simple if the bag 1is
welded tightly to  the inlet, then sterilized,
preferably Y-sterilized, and supplied as an accessory

to the decanter.

In order to simplify the cutting through, the welding
may be performed so widely at the third point of the
endless tubular film, and the cutting through of the
endless tubular film may subsequently occur in the area
inside the weld seam- - preferably approximately
centrally - after which a new filling/decanting
procedure may again occur in & new apparatus..
Alternatively, a doubie weld seam having central
partition seam may be applied to the endless tubular
film at the third point.

The tokens cbtained as a waste product may remain in

the apparatus - if it does not interfere - and be




filmat the third point. The tokens obtained as a waste product may remain
in the apparatus if it does not interfere - and be 14 disposed of after
enptyi ng the apparatus. However, may al so be renoved through the
outlet. It is to be noted that the |n¥ ntion is not restricted to such
nmet hods, in which the decanting proce occurs fromtop to bottom

Met hods are al so included in which the facility is in one |level relative

to the appata@%eeneft i&@fte@dle@@ﬁqﬁ%ulete fibpaistider gboegersi tuat ed
horizontall% feV|ce for th 1;jterile antin whi ch avoi ds

ont ami nat i BAY 3tSBUPk TRTEFS B sy &ﬁlar for perfornming a nethod
according to one of the preceding statenents is described and/or pl aced

under rotectign cbnpgl ALLA0L Ref Lpemanta Cesl Lol nam Lhe cla

dependent thereon. sealin rably "1 npl'enent ed
t oget her with t$m9htﬂmﬂhﬁ0dﬁnansntiUhlthlnt@@ eﬁQQRythﬂg chricsedomrect ed

fixed to the-intakeroh EéEEﬂd"HHttdd’“MéﬂHH&é“d%é|d1%%d1n§E%Qe@ packet (bag
having inner liner) can be transported and nounted_w thout problens -

even packed'Bighi t&e Thecihifent iton 1 é%ﬁl&“ﬁ@@-iﬁeéﬁééﬁérTaetépﬁ her eaft er
for exenpl aeﬁlyp@ﬂéﬂ%e&n@n ﬁﬂi@ kasilssef ©xemdar¥ilembodi mpetefolra the

schemati c figﬁres g ure} %] ows a view of a welded endl ess tubular film
above an int 2% éﬁ et i Rer to be filled; Figure 2 shows a side view
of the illustration of Figure 1; Figure 3 shows a view of the wel ded

endl ess tubyl aje,fid maf; Figne L afhe e ASeti oo Lhe:iat ake of
contamination, of bulk materials and in particular for
performing a methed according to one of the preceding
statements is described and/or placed under protection
in Claim 20. Refinements result from the 'claims

dependent thereon.

The bag-shaped sealing film is preferably implemented
together with the tubular transition film as a bag
which 1is connected fixed teo the intake of the inner
liner and sterilized. Such a packet (bag having innerx
liner) can be transported and mounted without probiems

~ even packed sterile.

The invention is explained in greater detail hereafter
for exemplary purposes on the Dbasis of exemplary

embodiments. In the schematic figures:

Figure 1 shows a view of a welded endless tubular film

above an intake of an inner liner to be filled;

Figure 2 shows a side view of the illustration of

Figure 1;

Figure 3 shows a view of the welded endless tubular
film of Figure 1 after the insertion into the intake of

the inner liner to be filled;




the inner liner to be filled; 15 Figure 4 shows a side view of the
illustration of Figure 3; Figure 5 shows the view of Figure 3 having
applied weld seam Figure 6 shows a side view of the illustration of
Figure 5; Figure 7 shows a view of a | ded and subsequently peel ed

endl ess tubular filmaccording to Figure 5; Figure 8 shows a side view of
the illustration of Figure 7; Figure 9 shows a view of the peel ed endl ess

tubular  fitmaccordi 8aoke H 9uhge?, v Chyd Stﬁgbsqu}_l{?é'ﬁﬂé‘tldﬁﬁl ded again at
a third point; Flgure 10 shows a side view of the illustration of Figure

9; Figure 11 9RE%s A view of the endless tubular film which was wel ded
again at the third point and cut t hrough there, above the intake according

to Figure 9 t he e ends t he inner. i ner g Ided
Figure 12 shoW @ é %éo"ﬁ e 5 OEfsg(rraetl “on 2SF IR 3 % WV\E gure 13
shows a vi eweah; an endl ess tubular film according to Flgure 1 above a bag
according to the invention on an intake; Figure 14 shows a side view of
the illustration according to Figure 13; - 16 Figure 15 shows a vi ew of
t he construEi9efe adcoflPg to SEAGurelas, afhetladliesisistmnid f PEm havi ng
been insertegdiiaty; the bag; Figure 16 shows a side view of the
illustration

Figure 7 shows a view of a welded and subseguently

peeled endless tubular film according to Figure 5;

Figure 8 shows a side view of the illustration of

Figure 7;

Figure 9 shows a view of the peeled endless tubular
film according to Figure 7, which 1is subsequently

welded again at a third point;

Figure 10 shows a side view of the illustration of

Figure 9;

Figure 11 shows a view of the endless tubular film,
which was welded again at the third point and cut
through there, above the intake according to Figure 9,

the free-standing ends of the inner liner being welded;

Figure 12 shows a side view of the illustration of

Figure 11:

Figure 13 shows a view of an endless tubular film
according to Figure 1 above a bag according to the

inventicn on an intake;

Figure 14 shows a side view of the 1illustration

according to Figure 13;




according to Figure 15; Figure 17 shows a view of the illustration
according to Figure 15, but with additionally applied weld seam at a

second point; Figure 18 shows a side view of the illustration according to
Figure 17; Figure 19 shows a view of ;ge illustration according to Figure
17, but with a cut-off token; Figure shows a side view of the

illustration of Figure 19; Figure 21 shows a view of the construction
accor di ng telgEi:guw éﬁowéh@ el ess ﬁww@fsﬁﬂddﬁir@ayiamg:o&@mgpwl ed open

(opened) at |tsf|r i,nt: Figure,22 sho a.side vi of the

i I1ustration9at2or |hg tg % ?Eeﬁi; gﬁé ,]_,?5ur2%\ﬂ%3 SRd154 s?ﬁ&%‘ t he
constructi onn@érﬁ@uxretczlth@fbm, a cutting weld was applied again on the
endl ess tubular filmat a third point. The cutting through of the endl ess

tubular filmafter the application of the partition weld at the third
poi nt of thEl@RHEeské t ubidws fa | ide notisghowf Tef erlddestirgtimde in this

regard to Fhgesesidd @ndriddure tihe; wel ding of freely protrudi ng remainders
of the intake also being able to be dispensed with here, 17 because the

cut-off bottom part of the endless tubular filmis already used as a
cl osure of FhgureinET dhaes a anddwrofi mrﬁ(&ll'mae:rfaitgwmsaca:ro&dde@mtiobed

coherently %[1(%]1]? efé a%ﬁtngw tﬂ dae C%J!tclalna %ne ear cf dent| c%l ref erence
nuner al s. I corrponen S or function If Si m corrponents bear

i denti cal r%ﬁ‘:fé@refﬁld@hmmsr als having differ ent i ndi ces

Figure 18 gshows a side view of the illustration

according to Figure 17;

Figure 19 shows & view of the illustration according to

Figure 17, but with a cut-off token;

Figure 20 shows a side view of the illustration of

Figure 19;

Figure 21 shows a view of the construction according to
Figure 19, the endless tubular film having been peeled
open (opened) at its first welded point;

Figure 22 shows a side view of the i1llustration

according to Figure 21; and

Figures 23 and 24 shows the construction of Figure 21
after a cutting weld was applied again on the endless

tubular film at a third point.

The cutting through of the endless tubular film after
the application of the partition weld at the third
point o©of .the endless tubular film is not shown.
Reference is made in this regard to Figures 1l and 12,
the welding of freely protruding remainders of the

intake alsc being able to be dispensed with here,




Figures 1 and 2 show the starting situation: An "endl ess" endl ess tubul ar
filml, which is closed on top, and which is weldable on its outer side
and is weldable and peelable on its inner side (blue), is fastened on the
facility (not shown) in the formof a..preferably axially fol ded endl ess
liner. The endless tubular filmis originally welded or is welded fromthe
| ast cutting at the bottomand/or on its end 3 facing toward an intake 2a.
The processpigaubbushkeptitchosedotbf bAtakeri $ha eopperent.@hilanr i nner

i ner 4a tofbg till%?i'Of an %$$aratus (,not showg)t The intake 2a of the

i nner | inerAa"mis$t A erHE T v hePd4dioF M 9 PenBid tHEFEf ore
possi bl y no&ndferifietéakethis enbodinment. This construction is thus used

| ess for the protection of the product to be decanted, but rather for the
protection of the operator from contam nation. Figures 3 and 4 show t he
next step, Thewhilehrele dceede sl deatl endhgacntly handndivesd apgiumidar filmis

inserted in4onthezi NBGRpdAdRs 4340 ReedilldLed @nd/emdd siunt-ake . 2a. 18
Figures 5 and 6_disclose the procedure of the weldi according to the

n
i nvention: tEPhYPR CPPPCREMEI ding THEGEEEN AL hE B HEF €35 (PBRCEERTS I m 1 and
the intake Raaof thenthmer |ta®iredacd o rhgneddlld edvaarieccontiififecewsicy wel ded
to one anotggri%sgcond -weld seam 6a). The part 5a projecting beyond the
broad side o? fie  endl ess tubular film1 is also wel ded t hrough. Conpl ete
contam nation protection thus results, because no material can thus escape

between eng| essed ubulas £ idimd and Jinhake,2a: Nk wLLhst andi ng

An "endless" endless tubular film 1, which is closed on
top, and which is weldabkle on its cuter side and is
weldable and peelable on its inner side (blue), 1is
fastened on the facility (not sghown) in the form of a

preferably axially folded endless liner.

The endless tubular film is originally welded or is
welded from the last cutting at the bottom and/or on
its end 3 facing toward an intake Z2a. The process 1is

thus kept closed.

The intake 1s a component of an inner liner 4a to be
filled of an apparatus (nct shown). The intake 2a of
the inner liner 4a must be internally weldable. It is
open and therefore possibly not sterile in this

embodiment.

This construction is thus used less for the protection
cf the product fo be decanted, but rather for the

protection of the operator from contamination.

Figures 3 and 4 show the next step, in which the free
welded end 3a of the endless tubular film is inserted
into the inner liner 4a to be filled and/or its intake
2a. |




this, a tight, non-peelable weld seam ari ses between the outer side of the
endl ess tubular film21 and the inner side of the intake 2a. The endl ess
tubular film1l is welded to itself on its inner side. Figures 7 and 8 show
the procedure of opening the tubular gonnection to all ow the decanting
procedure: the first weld seam 3a and°t he second wel d seam 6a are peel ed,
i.e., an operator grasps the endless tubular film1 externally and pulls

the seams apagtirethe LABErs d@%did%%ﬂﬁhé%?fwﬁk&ﬁk@e§f'ﬂﬁeoﬂ%ﬂdlﬁﬁe openi ng
en may, al so optionally be perforned by theé possibly

and/ or the peelin
slightly |néE83§%Hg?n Pt e8%ure of the material fromthe
facility. The wel ding betmeen the outer side of the endless tubular filml

and the |nt§§?%§a re @inn ﬁhﬁ%%ncgou%?ge %ﬂner dﬂgr 4$hbs thus tightly

connected toO a ts not Sh omn & inner |iner
4a is fille@iim ﬁhlagldsttétee iR esa 90aAndhe0 ismew tlherqer obedue ebef

termnatingriPeeqfbbbi RgnpraGedYn . ARy the dindl| Lpgenthe eadbags tubul ar
film1l is preferably cut off at a partition weld seam 3b. A partition weld

seam 3b is He¥Rl deTBahH?) whiBh EPFBV\éat RECdBpALATI BAYEBRdt haet %Oﬁélrts whi ch
abut 19 theiael dseancafdefldde webding progedur elsThﬂsId/\DweQ@EHS remain

wel ded at the enqi f aci war d on anot her. The ntlng ocess in the
facility and TR Y éﬁﬁh&ﬁ 5 is% 05488 b&ER §§ tHa paE#FPion seam
forms a bourdswitswel deagupet ed. ﬂ&memmaﬁ seanﬂﬂhmsC®s¢&§@obd$weenthe wel d
Seam 32 QUTLAG S APENELE, £4ThOYr Sndl 1 dﬁ@QkJZzghowomﬁtﬂg{gnaaﬁe in which

the inner 4a 1s prefera once again
this, a tight, non- peelable weld seam arises between

the outer side of the endless tubular film 1 and the
inner side of the intake 2a. The endless tubular film 1

is welded to itself on its inner side.

Figufes 7 and 8 show the procedure of opening the
tubular connection to allow the decanting procedure:
the first weld seam 3a and the second weld seam 6a are
peeled, i.e., an operator grasps the endless tubular
film 1 externally and pulls the seams apari, the inner
weld seams 3a and 6a peeling open. The opening and/or
the peeling open may also optionally be performed by
the poessibly slightly increased inertization pressure

.0of the material from the facility.

The welding between the outer side of the endless
tubular film 1 and the intake 2a remains in existence.
The inner liner 4a 1is thus tightly connected to the
facility and/or its outlet (not shown). The inner liner
da is filled in this state.

Figures 9 and 10 show the procedure of terminating the
filling procedure. After the filling, the endless
tubular film 1 is preferably cut off at a partition
weld seam 3b. A partition weld seam 3b is a weld seam

which allows the separation of the two parts which abut




upper end, in that the free ends of the intake 2a are tightly welded at a
fourth point 7. Prior to this, the welded (3b") remainder of the endless
tubular filml is laid and/or inserted into the intake 2a. A cl osed
package of the inner liner 4a with Lh? conpl etely encl osed material thus
results. Both endless tubular film118nd also inner |iner 4a remain
conpletely free of contam nation on their outer sides. The sane property,

but additiopgaél WwalBs0s8hArid B eopenat ing eandi prepsdukee. ,7HWO $uUbst ances,
bacteria, or the |like fromthe surrouyndings na¥ be introduced into the
material toPBE-TecHTtEd! W?lpﬁgleﬁﬁnt b?ggﬁe PetPPed HEIbd “8Escr i bed
bel ow, i.e.antheernner sides of the filns never cone into contact with the
surroundi ngs during the entire decanting process, while in the nmethod
descri bed above, the inner sides only do not cone into contact with the
sur roundi ng8héf derantdag netrase®e | Ao €bat ataci ity t ndledant ikthg mat eri al

and not onhynihereytes Sies aissiheepetamierdml . pEgur 8sn 13.apd 14 show
t he startlng?5|tuat|on for the sterile and contam natjon-free decanting

met hod acchbPEMhg & o PPHECREN nefeAt BT fRESChvehbfon'ebd SERE enlBl ess

tubul ar fil@ddréspdast enedian vaelfAGidant Ba ditiiel s ne@nsteuet ed under
sterile conditions, (e.g., in aclean room, in the formof an endl ess
liner around the outlet of the facility (not shown) The endless tubul ar
filmlis inteenad | ylpesidble aibw exher maxty swed¢gablie. Wiheclendhess tubul ar

film1lis welded,on.the bott 1! &ggﬁj i om-tk | ast
cutting through. *%ee%nngr Figg%ﬁ%ﬁaﬁoggégfl egnnﬁaségéééog% ?ﬁ?ake 2b,
which i's welRieRl tend speci-art fhsulfaice s tdfonthe | Ambakaheat paAsi tion
filmS5 is tightly welded at a fourth point 7. Prior to this, the
welded (3b") remainder of the endless tubular film 1 is

laid and/or inserted inte the intake 2a.

A closed package of the inner liner 4a with the
completely enclosed material thus results. Both endless
tubular film 1 and also inner 1liner 4a remain

completely free of contamination on their outer sides.

The same property, but additicnally also sterile
cperating conditionsg, i.e., no substances, bacteria, or
the like from the surroundings may be introduced into
the material to be decanted, is implemented by the
refined method described below; i.e., the inner sides
cf the films never come into contact with the
surroundings during the entire decanting process, while
in the method described above, the inner sides only do
not come into contact with the surroundings if they do
not come into contact with the decanting material and

not only the outer sides are free of material.

Figures 13 and 14 show the starting situation for the
sterile and contamination-free decanting methed

according to the refinement of the invention:




internally non-wel dabl e and externally wel dable. The transition film5 is
wel ded edge-tight on its side facing away fromthe intake 2b to a bag-Ilike
sealing film16. The sealing film16 is made of pure polyethylene and is
wel dabl e well on all sides. The inner liner 4b is welded tightly to the
transition film 5 and can be gas or ﬁﬁnﬁa sterilized. The entire packet
can thus be supplied in a sterile package, for exanple, and inserted into

the apparat 5. 0BnL96aLI @RL(8aY £ilf 1t N Cf&é@eﬁ@cﬁ?%n Ei 489419 and 16
show how end] ess tubular filnms are speci al i¢|nserte into the $peci al

i nt ake consthueRi én C&ﬂ?&rri%tﬁ& ttrrari%qt%%rzf ntSndh8iSBal | H§ -Fi-l-m 16,
i mpl ement edimelded1kant h_ebdnnt ak@nasCraa bagr#: dheanensh@bssd Uinh’l@ﬁ: film1lis

i ted into th h f_th [ Il.m 1 h i

| ner b t o tBeng; e ORREeh (o “ERaec i Ul ng o 26 hs T
cont act outendsd¢sles wfbuler erfdlless 1t ubal ainfetma 11y Thee ladtler sm@e i's
under st ood é&%&ﬁélfﬁs%ei%atbﬂ% S E'ﬁ ‘“’f%]ri?&bes%o”%%bhﬂ%& Cﬁmrﬁwtl wi;th the

surroundlngs Vi eWwpoi nt I'sS therefore nore of an
i nner side @8lded esnl thef bpﬁéoma@a rrpl%crﬁén@é@m@heof stheél Ssalmi fgefilm 16,

however . Howyercuteingl ahirb¥ghD TRREQGheOULBIe:Si de {8 Hhe rabqee neani ng
is always referred to here. gl Figures 17 and_18 show t he procedure in

whi ch the %%%Iés§ﬂFﬂﬁhlé?t?¥?n??'aﬁﬁufﬁb %%aweﬁﬁeﬁlﬂﬁil% SRR are
inserted ongubhulor t heaakhehronarfe el ded:THesi Ngaasiveddi nfglfheVEB ces( not

shown, becatiie.blaly | IRECAL BEEL: St heepdlags, (Wbl It d andthe

n fht weltd seans
8a, 8b ar|s@rimﬁwk&ﬂntlﬁelmnd$e§sstubhﬁeﬂ fadan 1uaﬁdzthe 1ts side

facing away from the intake 2b to a bag-like sealing
film 16. The sealing £film 16 is made of pure
polyethylene and is weldable well on all sides. The
inner liner 4b is welded tightly to the transition film
5 and can be gas or gamma sterilized. The entire packet
can thus be supplied in a sterile package, for example,
and inserted intc the apparatus on location (e.g., in

the c¢lean room).

Figures 15 and 16 show how endless tubular films are
specially inserted into the sgspecial intake construction
comprising transition film 5 and sealing film 16,
implemented welded to the intake as a bag 7: the
endless tubular film 1 is inserted into the bag-shaped
recess of the sealing film 16 of the inner liner 4b to
be filled. The outer sides of the sealing f£film 16 thus
contact outer sides of the endless tubular film 1. The
outer side is understood in this case as the side which
comes into contact with the surroundings. From the
viewpoint of the bag 7, it 1is therefore more of an
inner side as a result of the bag implementation of the
sealing film 116, however. However, for clarity in
speech, outer side in the above meaning 1is always

referred to here.




bag 7. In this procedure, the endless tubular film1l is also welded.
During the welding procedure, a partition. seam9 is placed between the
wel d seans 8a and 8b. This separates the nonsterile part in the formof a
token 10. The wel ding and cutting thagugh is performed externally through
the transition filmb5. Because its | ayer is not wel dable, no
connection of the inner side of the transition filmb5 to the inner side of

thg 2gealhl ng%guk& 1617orah@ ti‘Eﬁ E%ﬂ@hesﬁ?ﬁ%ugi#cﬁfetcﬂcdkrlem %n o,pfpwﬁ tﬁleg]yrlels 19
an SNow roceau uttl n e okKken all S
£rRt EREHL R r e S L it e LN e B 18Tt 5PERD houy i n

downwar d i nf®
t he decantiage pneductd @matlnﬁbrenavedhbmomdﬂyawnxﬁedﬁ ﬁhﬁn@amlity

(.9, 11 theykagh! Ly ls | apkemmnied ascan,isolator)  (FLOW g8 21, 22).

However, it ma be a horlzo conveyance proces . €S 21 and 22
show t he pr@%bduﬂ@e o¢nqb1e%ﬂ$ rgiopary, film vhiccld tthe esdildsy ttdbBuml &6 film 1

and with itathe,epeahing did MG Rne %e%t e welgiingchet weenst he
endl ess tubular film1 and sealing fi renmai_ns in_ existence, in

contrast. Th@ |$ﬁhe‘?‘r3r~°f%é?9t4’f?eins tt}}ﬁlsen@c?rﬁ?ed%@dllﬁrgﬁtlll? toapRe thsci ity

and/ or its I@euglet InTﬂﬁy\ﬁiﬂﬁﬂEd@@Qn tHe léqdl@mva@b@s_aa wa&tne 1part fromthe
i sol ator |I|t % n tBls.exegﬁla&g Snbodlnent n %hks state, the

i nner I|ner 771 ed”bf " Apt ied“Fh lﬁgspéPFFguﬁﬁhngrpaf é ¢yl e closes

with the stspsn s%omm mfadburedsie23 anfee wW2A.d Raatrist iBan anell Gbnthhacsurs after
the filli ”m?%i‘ﬁa@&d'gﬁé hBRULRE; ALl Bak CaTh Dehe PRELL! TeY @bkeisi NG @

partition seam 3
The welding and cutting through is performed

externally through the transition film 5. Because its
inner layer is not weldable, no connection of the inner
side of the transition film 5 to the inner side of the
sealing £film 16 or to the endless tubular £film 1

occurs.,

Figures 19 and 20 show tThe procedure of cutting off the
token 10:

the token falls downward- into the inner liner 4b and
remains as a sterile foreign body in the decanting
product, or it is removed from the side of the faciiity
{e.g., 1f the facility is implemented as an isolator).
(Figures 21, 22). However, it may alsc be a horizontal

conveyvance process.

Figures 21 and 22 show the procedure of peeling open,
in which the endless tubular film 1 and with it the
sealing film 16 are opened. The welding between the
endless tubular film 1 and sealing film 16 remains in
existence, in c¢ontrast. The inner liner 4b 1is thus

connected tightly to the facility and/or its outlet.

The welded token 10 is removed as a waste part from the

- isolator (facility} in this exemplary embodiment. In




process in the facility and also the inner liner 4b are thus closed and
sterile, because the partition seam 3b triggers edge wel ding. For a new
decanting procedure, the partition seam 3b having its boundary weld woul d
correspond to the weld seam 3a on th 2endless tubular film21. Methods

whi ch replace the "wel ding" by "glurng are also within the scope of the
invention, if the glued bonds have the sanme properties in regard to the
peeling abiLhiy asasPecihéednabpveifior hbheiwekdingg Bx_ﬂéteﬁhg@qédFini S
therefore to be upnderstood in a very broad neaning. LIST REFERENCE
NUMERALS 12eRbifeste tUBUISH- film2a, b intake 3a, b third weld seamon the
endl ess tubular film1 4a, b inner liner of the apparatus, in which
decanting ig.Lo.be perforNed. 5 f ransidion fhlm.6a seaond mebd seam of

cont ani nati On-fF€e - enbodi hen t51bag:§é, second wel'd 'seam of sterile
enbodi ment 29. pBariitiiom seadil® tawkers(twaste part) 16 sealing film 23 -
CLAIMS 1. A nethod for decanting bulk goods and solids (material), while
avoi ding contam nation, froma facility having a preferably flexible

outl et into2f&HonWASt Fddhiagpardtusehati®y auRBlakblfd li'ntiakedn (28) of an
inner |inerp{Agjtidhddieoter mffng at wadtdrt ifdnl mye Wheseam the. meheod has the
fol I ow ng process in the facility and also the inner liner 4b are
thus closed and sterile, because the partition seam 3b

triggers edge welding.

For a new decanting procedure, the partiticn seam 3b
having its boundary weld would correspond to the weld

seam 3a on the endless tubular film 1.

Methods which replace the "welding" by "gluing"™ are
also within the scope of the invention, if the glued
bonds have the same properities in regard to the peeling
ability as specified above for the welding. "Welding™"

is therefore to be understood in a very broad meaning.

LIST OF REFERENCE NUMERALS

1 endless tubular film

2a, b intake

3a, b third weld seam on the endless tubular film 1

4a, b inner liner of the apparatus, in which
decanting is to be performed

5 transition film

6a second weld seam  of contamination-free
embodiment

7 bag

8a, b second weld seam cof sterile embodiment

9 partition seam

10 token {(waste part)

16 sealing film




met hod steps: situating an endl ess tubular film (1) which is weldable on
its outer side and inner side, the 1inner side being peelable after
wel di ng, around the outlet, welding the endless tubular film (1) at its
free end (3), situating the intake (2a) around the outer side of the

endl ess tubular film (1) so that the FAt ake- side edge of the intake (2a)
cones to rest above the welded point (3a) of the endless tubular film

(1), preferablyypushing back material fromthe endless tubular film(1l) in
the directiomof the facility, welding the endless tubular film (1) to the
intake, so that at |east one continuous new second weld seam (6a) arises

on the endl gss tabukéthdd | Mo 1Hebehveas i bslexigdddy waldl seamds3a) and
the intake-side,edge of.the hn%ake 2) .. whichton.tq:gif onefhand, connects -
the inner side of™he"titake"t25) F'S IHE B IE or he €8I &ss t ubul ar
film (1) and, ofiathekity heavivamda pornectblyhélemnble sudéeof infte endl ess
tubular film(l)_.a i b uent | { bg - eel abl e

e i e e P A Y R T e

i nner side of the endl . ] “that ecanting
procedure occurs(zmiiloft henendinggs Lindal ardani | i ( Hhe s Twemderdt t Br ough

again at a thirgypeist andh ] Netdie iash Premenris Hare vt eldialowihlyow and/ or
the possibility of a material flow 2. The nethod according to Caim1,

characterized i Mt $HePWel ding is performed at the third point (3b) so
wi dely, and subsequently the cutting

situating an endless tubular film (1} which is
weldable on 1its outer side and inner side, _the
inner side being peelable after welding, around
the outlet, welding the endless tubular film (1)

at its free end (3),

situating the intake (2a) arcund the outer side of
the endless tubular film (1) so that the intake-
side edge of the intake (2a) comes to rest above
the welded point (3a) of the endless tubular film
(1), preferably pushing back material from the
endless tubular £ilm {1} in the direction of the

facility,

welding the endless tubular film (1) to the
intake, so that at least one continuous new second
weld seam {65) arises on the endless tubular film
(1) between its existing weld seam (3a) and the
~intake-side edge of the intake (2), which, on the
one hand, connects the inner side of the intake
(2a) to the outer side of the endless tubular film
(1) and, on thé other hand, connects the inner
side of the endless tubular film (1) at the same

point,

subsequently detaching the peelable inner side of
the - endless tubular £film {1y, so that the




t hrough of the endless tubular film (1) is perforned in the area inside
the weld seam (3b), ©preferably approximately centrally, after which a new
filling/decanting procedure nmay then occur again in a new apparatus, or
the welding (3b) is inplenented at tgg third point as a double weld seam
(3b', 3b") having central partition seam 3. The nethod according to one of
the preceding clains, characterized in that a tubular film carrier which

encl oses the 0Ut&§éaﬁt§1§d{t%ﬁ§§edz§f@un§cé@ sOUEhEEltotﬁéceleYl@lE@% endl ess
tubular film(1 The nethod accord g%to one of receding clains,

characterized in ?W%&a¥h§jﬁﬁqd hy ¢ B%} e d R Ay ﬁ?g% Vit dfng
t echnol ogy, and/ofiirdepoiet t fed wehdings wag pﬁdbéﬁSStubuI&Etbmhau(l) is
pressed toget her at. _the nateﬁl in the area of

b
the later weld sfégsﬂl |ns 5)00 isp hgcéjdjas[f;v\é?&tgr SdodnWararas %clttﬁ "as possible

in the endless tubular film(1). 5. A device for the contam nation-free

decanting of . bubc MR EALA! Scabtlal DAt LEULA 1f OLpRELLOEM: Dgsa, et o

according to one recedin ai s, characterized in’that
conprises a facithay th%vWﬁédéﬂgoaﬁléﬁrﬂﬁﬁmﬁﬂi@ﬁu%@ﬁatﬁkrﬁaﬁpénéndless

tubular film (1) 3mhi céblsupﬂ-,embl eren idhipJfirntdy shde, chscimgnted as a
supply, which is meld bIe its ou side to.the er ge of an intake
(2a) ~of an inner™i9 ) ot an® %ﬁ%ﬁ%tuEu?H%%rmhF%ﬂm dzé ntiffig is

possi bly to be mwﬁfnnmaﬂ B The devhcdradeer dilng voldl acam5,(3bhar acteri zed
in that compresslon DArs, ang, pLovided pelaw 108 fre€erer which a
new filling/decanting procedure may then occur
again in a new apparatus, or the welding (3b) is
implemented at the third point as a double weld

seam (3b', 3b") having central partition seam.

3. The method according to one of the preceding
claims, characterized in that a tubular film
carrier which encloses the outlet 1is situated
around the outlet to receive the endless tubular
film (1).

4. The method according to one of the preceding
claims, characterized in that the welding 1is
performed using pulse welding technclogy, and/or
before the welding, the endless tubular film (1)
is pressed together using clamping bkars, so that
the material in the area of the later weld seam is
displaced upward or downward as much as possible
in the endless tubular film (1).

5. A device for the contamination-free decanting of
bulk materials and in particular for performing a
method according to one of the preceding claims,
characterized in that it comprises a facility
having an outlet, around which a weldable endless

tubular film (1),. which is peelable on its inner




end of the outlet and laterally to its imaginary elongated spati al

| ongi tudi nal extension, which can press together the endless tubular film
(1) Llaterally until it touches, the welding device preferably being
situated integrated in these conpression bars. 7. The device according to
Claim6, characterized in that the“m@ﬁdrng device is a pul se wel ding
device and/or it also conprises a cutting device, which can preferably

cut through the endlessstybulary gélénéJ%pﬂpprmam 1] xfellraatbfi% re;lnddl e of

the weld sean1(3b) 8. The devi ce accor to one of Cains -
characterized i niEhaPuide et 3 Hmubicy |5131ﬁe( P asorpricdes 6@1 yet hyl ene
and/or is f0|dedofnaﬁhgnnéflangtrQQbDOBflBntﬁ© debicver Y ngbat@iamnd is

preferably held ng. a sljp brak i mount | ocation in order to
retain the outle @Igﬂf%‘i ‘{)Jrﬁorﬁseﬁfj%ntaq %%61 flr?ﬁ%eg The device according
to one of Cains 5-8, characterized in that the endl ess tubular film (1)

5 Tolded up axi ghlyacdPoutise lag pol €018 ndLesstubulard i (1),

which is peelable on Tts T nner écantin materials froma
facility into anthabp@@@Pugssiﬁﬁpb@¥$carﬁrPf@VléeﬁebﬁéGWaé@@réﬁﬁ@ to 26

one of Caims 1 an4 spdige EQ&l%tdQthelﬁﬁéféfﬂﬁgtotQt@n%n%ffgé%jﬁ; 9
or 15 - 20. 11. The use of an endl ess tubul ar I m (1) accordl ng. to CI aim

10, wherein the ®heff¥seq usmedra | ﬂPP@}tuﬁén%urﬁ@F%Wd #HeGut | et of
the facility so ¢4n pansbe quygdiedouthandndsete heisamgldedrinmt he)

laterally until it touches, the welding device
preferably being situated integrated in these

compression bars.

7. The device according to Claim 6, characterized in
that the welding'device is a pulse welding device
and/or it also comprises a cutting device, which
can preferably cut through the endless tubular
film (1) approximately in the middle of the weld

seam (3b).

8. The device according to one of Claims 5 - 7,
characterized in that the endless tubular film (1)
comprises polyethylene and/or 1is folded in the
axial direction in the delivery state and 1is
preferably held using a slip brake at its mounting
location in order to retain the outlet against

unintentional slipping.

9. The device according toc one of Claims 5-8,
characterized in that the endless tubular film {1)

is folded up axially.

10. A use of a weldable endless tubular film (1),
which is peelable on its inner side, for the
decanting of materials from a facility into an

apparatus, in particular for a method according to




pul | ed-out state to an intake (2) of an inner |iner (4) of an apparatus
into which decanting is to occur. 12. The use of an endless tubular film
(1) according to Claim 10 or 11, characterized in that the endless
tubular film (1) is connected to a bag (7) according to Caim15 in order
to allowthe sterile decanting. 13. Re"use of an endless tubular film
according to one of Clains 10-12, characterized in that the endless

tubular film(1)ohs offeigdnasia- uephageperbrpar ihakedecant-iagqgdevi ces.
14. The use of an endleﬂi tubular_film (1) for . _producing a bag 87)

according to O afma% OhrEfbiy ag dvertéd-transition film (5)

according to Claim15. 15. A nethod for sterile decanting of powders or

sol ids and/ o maperials. ehite auoiding  gontani paji g, Liomaifact ity
having fl exible outPe_ it 6 a downs ream apparatus having a "weldabl e
i ntake (2b) of aei®heim|ibervwidbyini phet hndiesm dfibaleubfian f(illm of an

apparatus for reee) g dBialiA Ssnaeaidt the vkt Bodihas i Bg kol | owi ng

met hod steps: 27 S|tuat|nf an internally sterile endless tfubular film
(1), which is wetdfabbPe opufiedodtdr a3nde idndtoi difer "silded tHe ThRer side
bei ng peel abl e afdiered-waldi sgatar othd ahhei st £ké | e 20ut bet , avel:dinag t he

dl t ubul fil its f d, adapti terilized b 7) t
The i ntake (2b) B Thel 2} ihbroti RBPSEAR)® ande Bt BEFP oA RGChEPBaG=( ) wi th
i nner liner (4b)totdm=iag (7) having been :

12. The use of an endless tubular film (1) according
te Claim 10 or 11, characterized in that the
endless tubular film (1) is connected to a bag (7)
according to Claim 15 in order to allow the

sterile decanting.

13. The use of an endless tubular film according to
one of Claims 10-12, characterized in that the
endless tubular film (1) is offered as a

replacement part for decanting devices.

14, The use of an endless tubular film (1} for
producing a bag (7) according to Claim 15,
preferably as an everted +transition film (5)

according to Cilaim 15.

15. A method for sterile decanting of powders or
solids and/or materials, while avoiding
contamination, from a facility having flexible
cutlet into a downsiream apparatus having a
weldable intake (2b) of an inner liner (4b), in
the form of & tubular film, of an apparatus fer
recelving materials, wherein the method has the

following method steps:




constructed as follows prior toits welding to the intake (2b) of the
inner liner (4b): a tubular transition film(5), which is internally
non-wel dabl e and is already externally wel dable, is weldable on its outer
side to the inner side of the intake &Zb) and is connected using its side
facing away fromthe intake to a bag-shaped sealing film (16), whose bag
floor lies inside the transition film(5) and whose bag edge is

connected, for egﬁmangﬂela@ledmwrwﬁ;'%eceq 1teheenaié@§lteu%1fallm(5)
facing away fromthe I ntake, plastic which 1s well wel dabl e bei ng

sel ected for thEl&Baling Wh%ﬁ?(i@)we%ﬁﬁhéﬁlﬁﬁ the 8&§e§h§ﬁ§& §84ling film
(16) around theiguter ssSidée afhd henesdl @ssiet ubiddy pekdnbly SEtetrhat the

wel ded part of the, endl ess _tub r fil co re i nsi_de the bag;
v e or ably. pushi HeLBatk neteal THonPERG  Shal e e ubU TP ET | ATED) -t e
direction of theehdtesstyybuinvet diingn t e endligss ﬁnﬂanandfldda@¢lpgto t he
sealing film(16), t l.eas ne _c nt ne | deseam (8),
preferably a dou Ig%%é gﬁ%gg %g §7gb%0a??%%sggﬁgkﬁe @%ﬂeegg tubular film
(1) between |tsl%&¢%tlh@emel@bbeéﬂd(sﬁ?rahézth@ theebagddd)ofviffle seal ing

film(16), whichinQarthe;gae 284phandpeonnects (he i pReLngi dgeeh the
sealing film (16) to the outer side of the endl.ess tubulaf film (1) and,

on the other hantP"Tomtectd Fhe TS RGIgEF 5 tiffe éﬁﬂﬂé§§'ﬁﬁbﬁlgr f|In1(1)

at the sane pmmtalae par) taorciseamr(e®) keigrg @haced during this wel ding
procedures in the mddle of the weld seam (8), preferably between the

doubl e wel d seans
a tubular transition film (5), which is internally

non-weldable and is already externally weldable,
is weldable on its outer side to the inner side of
the intake (2b) and is. connected using its side
facing away from the intake to a bag-shaped
sealing film (16), whose bag floor lies inside the
Transition film (5) and whose bag edge 1is
connected, for example, welded, to the side of the
transition film (5) facing away from the intzke, a
plastic which is well weldable being selected for

the sealing film (16);

situating the bag-shaped sealing film (16) around
the outer side cof the endless tubular fiim (1) so
that the welded part of the endless tubular film

{1) comes toc rest inside the bag:;

preferably pushing back material from the endless
~tubular film (1) in the direction of the facility,

welding the endless tubular film (1) to the
sealing film (16), so that at least one continuous
new weld seam (8), preferably a double weld seam
(8a, 8b) arises on the endless tubular film (1)
between its existing weld seam (3a) and the free
edge Qf the sealing £ilm (1¢), which, on the one




(8a, 8b), so that the part of the endless tubular film (1) facing away
fromthe outlet is cut off in the formof a token (10), which encloses
material, including the sealing film (16) enconpassing it, subsequently
detaching the peel abl e inner side of Ehg endl ess tubular film (1) at its
second wel ded point (8a), so that fhé decanting procedure occurs until
the endl ess tubular film (1) is welded through again at a third point (3b)
aﬂd thgs prgvenﬁ§nahec6ﬁﬁ@ét§:tﬁéowhnéﬁ iIh@ Bethﬁa ?%gnggnqlu@.Clalnll5
characterized in e sealin [ is ecte ro

pol yet hyl ene. 1%% 9m§¢ﬁxP%ﬁﬁﬁw%ﬁqﬁ)Qé)Qg%u%ﬁii? ul a&héﬁi@terlzed in
t hat the bag (7) (ip tinght lyn wekdettHeax t hendpt akeine2h)s tﬁéenmhezed,
preferably Yﬁsterlllz d,.and rOV|d d.as _an esspry, to. he canter.
18. The met hod accordlgg Po on@ ofscﬁabUiafsigqf% harac erf?g in that
the wel ding at theinhird ppoititti@b)sedmt HE) eriettiess Puboedr duirimg( 1) is

per formed so Wl dghys 08 shpSEAUERILYCS ey CULL REAL Y 0¥ORLAT ke endl ess

tubular film (1) occurs In e area inside the weld sean1(3b), preferably
approxi mat el y ceftdBl (§) - &EEreTHleh RemeRn N9 idngldéc#fttngSprécedur e may
occur in a new @@@ﬁr@$P§,s@rtﬁaﬂoﬂbéepﬂ@tdoﬁe&ﬁb(%bhlb@%lﬁgbagarcentra|

partition seami s, ed_on. t he endl ubul I fllln 1) at..the third
poi nt. 19. The ngjfﬁgd o Ry 16 % 6'1‘ i (§u)c Otidr €t eri zed in
that the token (dity f@mmeﬂbwedxﬂ&hrough,tM@ﬂmHlaﬂcloses material,

including the sealing film (16) encompassing it,

subsequently detaching the peelable inner side of
the endless tubular film (1) at its second welded
point (8a), so that the decanting procedure occurs
until the endless tubular film (1) is welded
through again at a third point (3b) and thus

prevents the material flow.

16. The method according to Claim 15, characterized in
that the sealing £film (16) 1is selected from pure
polyethylene.

17. The method according to Claim 15 or 16,
characterized in that the bag (7} 1is tightly
welded to the intake (2b), sterilized, preferably
Y-sterilized, and provided as an accessory to the

decanter.

18. The method acccrding to one of Claims 15 - 17,
characterized in that the welding at the third
point {3b) of the endless tubular film (1) is
performed sco widely, and subsequently the'cutting
through of the endless tubular film (1) occurs in
the area inside the weld seam (3b), preferably
approximately  centrally, after which a new
filling/decanting procedure may occur 1in a new

apparatus, or a double weld seam (3b} having




20. A device for the sterile decanting of bulk materials, while avoiding
contam nation, and in particular for performng a nethod according to one
of the preceding clains, characterized in that it conprises a facility
having an outlet, around which a melgsble endl ess tubular film (1), which
is peelable on its inner side, is nouhted as a supply, which is connected
using its outer side to the inner side of a bag-shaped sealing film(16),

which is wel ded &@n@rsybybaflu@q@ssrewn ifd Iarpp(la)ed dhechat tauikeisng wel ded
to the intake of an jnner |nera%ﬁé? % paratus, into which decanting
is possibly to beupetdorived Y fﬁé&i da Odfiding to O ai m 20,
characterized in that the bag- shaped sealing film(16) is inplenented

t oget her w t tubuI tran3|t n film(5). as bag ( ich is
connect ed f#ged Fﬁ% ﬁtéke é%floft?he %nﬁgf |nerg(iE% m28
sterilized. 22. ¢bam&£tﬂrkﬁﬁdnlermﬁbﬂy et dabkenand Opeel ablremogrd| ess

t ubul ar f|In1(1)thf6héﬁugﬂéng@gh£§cord|ng to one of the precedi ng net hods,
for the decanting of transplantable organs, tissues, or the like in

medi ci ne and/ or surgery. _
20. A device for the sterile decanting of bulk

materials, while avoiding contamination, and in
particular for performing a method according to
one of the preceding claims, characterized in that
it comprises a facility having an outlet, around
which a weldable endless tubular film (1), which
is peelable on its inner side, is mounted as a
supply, which is connected using its outer side to
the inner side of a bag-shaped sealing film (16),
which is welded to a tubular transiticn film (5),
the latter being welded to the intake of an inner
liner (4b) of an apparatus, into which decanting

is possibly to be performed.

21. The device according to Claim 20, characterized in
that the bag-shaped sealing film (16) is
implemented together with the tubular transition
film (5) as a bag (7), which is connected fixed to
the intake (2b) o¢f the inner 1liner (4b} and

sterilized.

22. A use of an internally weldable and peelable
endless tubular film (1), in particular according
to one of the preceding methods; for the decanting
of transplantable organs, tissues, or the like in

medicine and/or surgery.




