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1 Filled cups nade of cereal The subject of¥>the

present invention is a nmet hod for preparing filled cups nade of
cereal and an installation for inplenerting the method. 5

EP0638239 (F. ' | i ne/for t he industri al

manuf acture 0O contain foodstuffs, the machine

cutting out individuafhe sy} off dadgh fPremeatpodsivising idrourded a
thinly-roll edretnodlORgh. pEEBﬁkﬂﬂgte 7e38 R 052 Mg Myl ééfg%i i agnd 10

transferring themto a cooking ovVen. , EP0293552 ckenmann)
descri bes a netfeRl btion fpepHrRlRmenting Eipsnetdrd of cereal, in which

nmethod s form ng i sEpEeTgi Do preparaqgeeeksd Rsciemed al eflagépigal for cups
with inpervious and.re atlxel% elastic vval%is thgg5 15 can, be féléeg: ei t her
Wi th a culinary® prBUPKErah ROUEAGhHRR VP HeGO PP MEEE HRERRogS to
prenoul ded woohtankmyfoodspuépar athen neddapired ¢wtt ey soue amddistidgpalof the
I nsi de of u | a a_frozen.pr.ep ' LRt JORR be
reheated in ap%%?%mgse% [ ﬂ%‘gs aberr)ec%lse%bﬁagegi%f&?n;tghﬂ%ge%&%.qed
EP0487757 ( SOBMWIIE DES2RROPDUI OIS NESPLECSSAON a miwdeiiingesformer headof
cutting qocoogfgngpgg{.{ﬂ?%é@% a C&g;@ﬁyﬁ]@;ﬁqpri sing a cereal -based
T ' ' I n I C

outer case and any | 11 ng 1 nside, met hod the product is cut
by 25 pressing bet WeR2o3 401 i Ngckerpnng yGeacasibamid emefhed ©f outer
case is  sSpréparindl€FADPeaASidups thdd OVENGerealGO0kd NGhEORX inetSiodn.

The obj ect of the{)r?resent igvetntion is to (%ogoae a rr%hgd of prlepari ng
filled cups e HFI3H° BERGaltC BRI InPERICBY ADRE S SO &R ng  of
any subsequest wibhk impeaw idug ropdstspldoibelyraelbastic walls thatt his
end, in e og of ri |1 C : . accqrding to
t he presg%t irrcg%/lgn%eonfmfgécoéc}%}{néé eﬁ Flt}siaonglaglggg% %I%E%%%Jé@fgt qfneast
one flat 35 sekdpvideder drm hotoXprewithg I8 ustEnBildgdn aculdasey one

row of cavit iﬁéeﬂ:@ré@?oﬁxéé edastéi pnuhih el hnliS shapeSbiel knkhammpleast i c,
transverse incisions are nmade in the strip between the cavities, a food
filling is ©fiHeeotdeedesPRES2lLKed EXPREPeBrePRRALiOP, iptepdeds (O 40

| ongi t udi nal | ye Wiielh@ atledt hen samemi éPBwawe t iohgeof it t hals been slipped
20 into the cup.

EP0487757 (SOCIETE DES PRODUITS NESTLE S.A.)
describes a method of cutting a cooked coextruded food
product comprising a cereal-based outer case and any
filling inside, in which method the product is cut by

25 pressiﬂgﬂ between two cylindrical surfaces while the
outer case is still thermoplastic following
cooking-coextrusion.

The object of the present invention is to
propose a method of preparing £filled cups made of

30 cereal continuously which allows a saving of any
subsequent cooking or drying step to be made.

To this end, in the method of preparing filled
cups made of cereal according to the present invention,
cooking-extrusion is used to produce at least one flat

35 strip of cereal, hot-pressing is used to form at least
one row of cavities in the extruded strip while it 1is
still thermoplastic, transverse incisions are made in
the strip between the cavities, a food filling is
introduced into the cavities, the strip is cut

40 longitudinally while at the same time cutting off the
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- 2- ends of the transverse incisions, and the individual filled

cups thus obtained are coll ected. Li kew se, t he
i.nstal lation for t he i npl enentation of the nethod according to the
present 5 invention conprises a cooking-gxtrusion device, a hot - f or m ng

device, a tra rse- i pglsi vice, a . .fillin evice .and a

| ongi t udi nal - cucg%i %g dglgnécé:%,&% aerse’ blrl(é‘?’%f’%ﬁ%é, aﬁhdg E%%ki]ﬁtjﬂé’iﬁ”d’s]i on
devi ce conprifébled cupswihuscokbbeainedusiee ¢tbkleceedf which has one or nore
10 slit-shaped outl ef;pgifiges. ; isingly, t he sent
met hod and the g"rLe.sentgl' nst altpaeti on %S%\Hd%eﬁrpl ow gms:avi ngtq{oefe any
subsequent cobRPRGUERLAE PRGOSt ddte MALBOds Ascoxrddas Heo thef |pyesant p of

cereal isszalreggyneookedcapigeBOMBNt bdokPngléxtfesi®d BY¥vibat a
t her nof or ned, are | med at,elg/ filled

pr essi ng, nd he ,cups. thus

a% t—%or d = 'réf ;
and ready to P28 BEESn SO tHidut @ anyr ARSI RieMCI TSUki V€ dri¥i ng
operation anyfibhfjey Hewtger egid reedlongitudinal -chtt iy sddeseei paisorg t he
expression "f ip 20 real” is.to he_understqod ing a
strip of #?%Fé%é#“g%r-b%@%d%%% TS SREEHESCR | §e%%<:§xp%n gfggg garoduct
based on cereaviflsgarewr esgmpidena.the die of whichr ders tené npirermane t he

present nBthogdyiitghSved oRPPSEPLEEP-Q50duce the flat strip of cereal by
25 cooki ng-ext%ud?ngp%t 20- 200 e%r?% at 6-15 MPa for 10-60 s in a

twi n-screw extruder aSWFREUFENGEYpasttdieconPaehfRl, methad pappd bythfei ght,

f70£ 90 par t; opresenel iAlabith do Rade®dOfaBLsK 08e, sabr fndpabls &y oi | or
a an . o-

wat er may belﬁéﬁﬁﬁg‘lgg{:tg?g 'ﬁggggmd%?’ligg %%éﬂ%?a%gé%gﬁ%al"%fgaﬁgegr >0

used is wheatflat stolp, ofyeeardlotsballrepdylUecoketl sparttee ofoneatits ixan be

00T POr e L8 OElShd® O Bl | BILEL 00Uk (e cRERTPI 8"

hydrogenat ed paemmofbroedcovonhutimmedipgelyf ofikkedpland ready to be
eaten without any subsequent cooking or drying
operation any longer being required.

In this description, the expression "flat strip

20 of cereal" is to be understood as meaning a strip of
flat cereal-based product, especially an expanded
product based on cereal flour or semolina.

In order to implement the present method, it is
possible to produce the flat strip of cereal by

25 cooking-extruding at 120-200°C at 6-15 MPa for 10-60 s
in a twin-screw extruder a mixture or paste containing,
in parts by weight, 70-90 parts of cereal flour, 1-15
parts of sucrose, 1-5 parts of oil or fat and 0.5-1.2
parts of sodium chloride, to which up to 15 parts of
30 water may be added, for example.

As a preference, the cereal used 1is wheat,
corn, rye and/or barley. Up to 10 parts of oats can be
incorporated in order to obtain a lighter product, for
example.

35 Use can be made of all kinds of vegetable oils
or fats, especially hydrogenated palm oil or coconut
fat, for example.



o3 Up to 3 parts of dextrose or fructose can be added to

the m xture to make cutting easier, for exanpl e. Up to 0.5
of a part of calciumcarbonate can be 5 added to the m xture to encourage
t he cooked- extruded strip to expand, 5f or exanpl e. Up to 8

parts of isolated or concentrated roteins, especially soya praqteins,
can be added to the op r%\'oxt rBaFSSnéifg ‘??x{'e’ég%’%r “For lf"h“ety?ﬁ%dﬁég 3??
coagul ate, 10addled exanptike mixture to Theake xtautetimmy hwaseiexr watferr
content of 6'&%2(&1 1e.Prior to the addition of water. Up to 15 parts of
wat er can be Bdded so that the mixture will have a water content of
10- 25% pri or to cookiPB- ERt PuBi 6f, aoPagt1e% 8 lciiume cardesidtey-aan Mssi on
and expamsi 08dde@Ndo Whe Smb¥ure & eEndQlrdiSe MR dYkX AWM Rided |
The cooked m xture can be extrgded bg st& ng it through a die which
has at |east BWEIB| FP-SKBpRE: LOT o&*P®PL8rifice 3-10 cmlong and 0.4-1.5 mm
wi de, for 20 exanpl eupTheoexgr uskeck st réoH nyoldwssd have adriverknessed of
about 2-7.5 nm fgl L Qw ngsexganﬂon after i

petia

h b d .t.h h
P e Dot P s8kh brotelBR coaRy ey g s o190

t he stri pmbrtuweentbhmakerodthessikac ddmilhe gnobduermite mmdahil2ie parts
heat ed tqga tf?PeéﬁéH%ﬁ?eOf 60-90[err] C, for exanple. Snoot h-surfaced
mal e noul'd parfs nay be provided at the surface of an upper roll,

and  snoot h- sur f acedThe md&tuEepdrr ngavendl evaiRl dCpaFest mef e Ifrovi ded

at the Suﬁi}%? b 8nkowBHit9bh BF @ak@km U5 qdeviiee ﬁaﬁﬁtts H*x W@_M‘i Ses
one or nore sets of sugs{e osed rallel rolls r i tln%ln opposite

0
directions. |f2RhéTal s 30 b8t ther mEctigsd Yolhat@VE cBr i Fept h,
it may be cpneént ablfe 106 foy piiwm to aobkihereatrpasisas ket viears t he
mal e and .f.emal g_nmoul £ f.lncreasing.depth . I hat an_be prayi ded
on severaSe sﬁgg?a si\%%&%%}é égx%Fuglogr 0?119% gif?aﬁ%%%ﬁ%o ap%%si%’%)e f—o&
envi sage expehftag hbe formings foonexhmpheul ds under the effect of jets of

air bl own t hr ougtheh(yO%k%rc?vr{r}%Sﬁld% thg th‘é“é:‘?t:?&dé@eby pafsegr_ﬁ,{ée noul d

parts and/or male nmou parts o ,
it through a die which has at least one slit-shaped

outlet orifice 3-10 cm long and 0.4-1.5 mm wide, for

20 example. The extruded strip may then have a thickness

of about 2-7.5 mm following expansion after it has been
extruded through this die, for example.

The cavities can be formed by pressing the

strip between the smooth-surfaced male and female mould

25 parts heated to a temperature of 60-90°C, for example.

Smooth-surfaced male mould parts may be provided at the

surface of an upper roll, and smooth-surfaced

corresponding female mould parts may be provided at the

surface of a lower roll of a forming device that

30 comprises one or more sets of superposed parallel rolls

rotating in opposite directions. If the cavities to be

formed need to have a certain depth, it may be

preferable to form them in a number of passes between

the male and female mould parts of increasing depth

35 that can be provided on several successive sets of

rolls. It is also possible to envisage expelling the

cups from the moulds under the effect of jets of air

blown through a hole provided at the centre of the

female mould parts and/or male mould parts of moulds,



-4-- at the nmonment when these fenmale and nmale parts separate from

one anot her. . As the strip may have a tenperature of about
80-120[err]C as it leaves the extruder, it may be 5 recomended
for it to be passed, as close as possihlg . to the die, between a first

set of formng_rolls heated to a t er.at ure t C it
bei ng possi bl gt gl"ef Sllpmgn?e(‘:”glﬁél g(r%lessgv:flfgzg‘}alseub%gléiq%an]tae sge%?%fg%arefnﬁ(dneg
rolls to be hEabmdohe khowEhetrenperatures, or even not 10 to be heated at

all, it being possiblggfarpa Eipa ff ) I e e
cool ed, for exanpl e, S _ Ft%?a'tsy tﬂﬁggpgsgtgﬁ‘ggf%@?%?m@fa\r}ai%%% whi ch
have a defPhldP°®. 528 critandlaayeder &hey fEEETWRETom 1t HsurP%g 4 to

T sual Ly o e R s ol o L he vol b
ctive while imti as far ossible t viol ure . of

of fcuts that to thes@ie . f RGhvasd @utf{}%ﬁf ek Hgfssf‘?liﬁnbl,n%%ﬂf%fl?%ﬁ%dare

recycl ed prezcgradﬁl zfemlpltaeatutrb? of begi Neazg ®6°C, the beingookdsgikker usion

process or into the filling, after 20_.,appr | c si\@n, . exanpl e.

It is then poSSFbl B tETMT ofbceSEVFFRT n%uh?%%@é& %%\e{:esr cg\@}i tlféé)gf‘lﬁ?nnp

particul ar arcddeoury béi heatgd to ksyperi hehpenaturesngOForVlithi AYt cheese

O meal, £ Aco pSUREldd |l ng1y ESpRCLALhY BdssibiRg Kantal Al akapnds,
25 hazel'nuts,”” expande cereals, | ak€s~ of cereal, chocol at e
and/or jam fof eaming rrid s ievemgondf Keoled,i forofddd®len a single

operation or in succesy & thud PSivife did fBsant coeipdss twlohsh have

exanpl e. The chaqi ce _of the precise _conposktiio t paste
of which the &r&8Ptdupafs r?a&e"3na§:mbeagfict 4t egencr2 ;L/yt hglgéoiggtggm

filling conposiddsitirdowaveto i30then®, thel |shgpes abo widickt , maymebg if it

has an Aw, especially a ; : h ] |
moi sture Tt ocﬂ{’z:p Vsaée %/% ghﬁvsgﬁe??%#gyl%bgné%\%]? ge%ég)gé&?g{rré ?ﬁggggvi ty
of the cup to lheniremderasl fapeaseabseibye the smlapangrh cfbeekssbhati on

into it and p%%¥q¥¥ifr d8fe cuttidtréfedhiadiaihonwnien exapnts. akenpl ete
coating of the cup by di pping or glazing, for exanple, may algg be
recycled preferably to the beginning o e

cooking-extrusion process or into the £filling, after
20 appropriate conversion, for example.

It is then possible to introduce a filling into
the cavities, in particular a savoury filling,
especially a filling containing cheese or meat, or a
sweet filling, especially a filling containing almonds,

25 hazelnuts, expanded cereals, flakes of cereal,
chocolate and/or jam, for example. The filling may be
introduced in a single operation or in successive
layers of different compositions, for example.

The choice of the precise composition of the

30 paste of which the cereal cup is made may be dictated
by the choice of filling composition. However, if the
filling is too moist, namely if it has an Aw,
especially an Aw of above 0.5, such that migration of
moisture into the paste is a risk, it may be envisaged

35 for the cavity of the cup to be rendered impermeable by
spraying a starch solution into it and passing it under
infrared radiation, for example. Complete coating of
the cup by dipping or glazing, for example, may also be
envisaged.



eansaged. - 5- Once the

filling has been introduced into the cavities, the cup can be cl osed
with a pastry lid or W th a hernmetic |ayer such as a layer of sugar or
of chocol ate, for exanple. The_transverse incisions in the

strip between the cavities n e en
the instant the strip % g?% &}glgﬁdq} ?%§¥a ﬁ%koﬁqugn%ttxp %@gcut
| ongi t udi nal | y caouitttiiesy oﬁmethepemnsl be cﬂoshé WHdﬁsw@rQGStWW|§H6hs°¥ust

before the indiyul tﬁgr tﬁgrmgtkheq ?E?son Jﬁlgﬁdémfafgylggt%q gar or of

The installation e |np thod thérefore
conpri ses a costiaaplats udicsh damrde a hot-formng device, a

transverse-gnci sion devies, t@ansvefsél iR idawnge amdtael mﬂwdbéaweenttl ng

device, the 15 cooking-extrusion device preferab) ris
twi n-screw ext rdfercAWEE RS SRR WRPCASAEs A ed m%T t hsgwﬁegutlet
orifices. the instd&ethathef ommrng dewives prtef edadl yndonghe séssoast

or nore sets of_,superposed parall roll in e
di recti ons, rnﬁﬁ?n§%£+%cé& ﬁﬁﬁ: ?ﬁtua}?gﬁf§ guhglagrOV|dg§ﬁ%IeF &
surface of an uppetheotkammgerse smaoﬁhogmiyuﬁﬂibﬁﬁ@@%p@h@lh@dﬂ§ﬁépélnnuld

parts bein Pl dcqlg;gt B A1 @edquer roll. These rolls
may be hea?ed bjP¥ﬁ¥ LH%H%%%] eating flujid 25 inside thg %%Ils,
b

the heat being transni tThel %Bsﬁﬁélatloﬁaﬁéra o R L TRIUIRf

thermal conductjomded theréb@réakﬁﬁmjﬂlg%% Whl§Gokbﬂgﬁ@ktﬁuai@nnﬂée;céor
exanpl e. A final set of ro]ls. even be cool ed a Cééculatlon
of a cooling fldi BOCrSPTERAADI V%ﬁ? a transﬂ%f%ﬁ%hﬂQ%ﬁ%%l|H%|S|oh evi ce

may conprise tV\Qlllln§Uﬂéﬁrﬁlﬁéechnd)aaalﬂceiglmmiﬂrﬁal qutttamgwgdevnce. oppssite

directions, .it bein 0SSl rt fa i'Qldy t 0 shave
transver se *cut t P HN T b r? é]e‘éf)s%gl bl ?%egj}e e surfac osq'ﬂg1 ower

roll to have 35thmeesz¢mvmgeandudam‘vél}’lmgd@;awotfl adhielyr hagamiie, or more

The filling dev éf? agg@pguéfé@.$§§§lg@§per distribution rollers and
bal anci ng nmeans

The hot-forming device preferably comprises one
or more sets of superposed parallel rolls rotating in

20 opposite directions, smooth-surfaced male mould parts
being provided at the surface of an wupper roll and
smooth-surfaced corresponding female mould parts being
provided at the surface of a lower roll. These rolls
may be heated by the circulation of a heating £fluid

25 inside the 1rolls, the heat being transmitted to the
male and female mould parts by thermal conduction of
the material of which the rolls are made, for example.
A final set of rolls may even be cooled by the
circulation of a cooling fluid, for example.

30 The transverse-incision device may comprise two
superposed parallel rolls rotating in opposite
directions, it being possible for the surface of an
upper roll to have transverse cutters and it being
possible for the surface of a Ilower roll to have

35 receiving and conveying cavities, for example.

The filling device may comprise a feed hopper,
distribution rollers and balancing means, for example.
The longitudinal-cutting device may comprise

two superposed parallel rolls rotating in opposite



The | ongi tudi nal -cutting device nmay conprise two superposed parallel

rolls rotating in opposite -6
directions, it being possible for the surface of an upper roll to have
circular longitudinal cutters, and -1t being possible for the surface of
a lower roll to . e r.ecelyving and conveying cavities,. for exanple

The install aé}%encmrr(g@g’ flﬁ‘rt%%%n c?c?rﬁ?ﬁ% Y o2 ta}'éeprgiilirﬁac&ev?ﬁe an

downst r eam ofupper f kblliingalehive sidcuwiar lengioniditpl uontteupst rag@in of

t he | ongi t udi pal att.i : VECE, r &ﬁgﬂg!

install ation %cgggﬁﬁgﬁgﬁlﬁé@rgﬁnfk& [ nverﬁei %F\ 3 slo eesrcrfc%gg be) ow
with refereneavetpeceheing a@&a@@ﬁgeﬁp@ﬁn@@ﬁﬂ%ye%anyW e%APple; in which

- Figurg 1 diagrammgécalinsdenifiion Skdg Vi BWrfher ~ ifprdodi nent of
the installation, . -  Figure 2 diagrammtically depi.cts a view
from 15 abovi@PoiYihHe @ﬁ%bﬂ?nﬁﬁwnﬁFrFﬂ@ gﬁsFEFIéﬂ#&ﬁnﬂeﬁﬁ i&§ iaRd/oF Fi gure
1, and - a koglieg Iuepilt apsarebtwof r eRealergiadfuddiarElowsit tingshapes
of cup cut fr n%ihe S%é}péxam 1 In the enbodi nent depicted in
Figures 1 an 27190 e pres%n?'installation conpri ses a cooki ng-extrusion
device (1), a THoe-fdénstaglatidevi eecordizly ta the present

transver g i nfﬁééﬁ@i&ﬁ“f@ (@¥scrdddd | ha%qoqzev'_{?ﬁgh( YeferefBd &o the

| ongi tudi nal -cutti ng eV|ce%é§%. _COOKI ng- extrusion
devi ce conprd#5@¥ing sjapmeng Bcvaw ekt examplel)innehifR: (6) of which has

three slit-shapegupst hetdUdtdmeRec {da11ly depicts a Tdedd o4 ARy dkevi ce
(2) conprises a set,  of, sugergosed ga{ﬂélel rolls (20, 21) rotating in
opposi te AP B TPIAEMeRFoBt htRer +28EA HAFLo%ul d parts (22) being 30

provided at -the Bighaee Df dladgymematicdlly (2picwsl a wiot e faced

correspondi ng_{ I | d [ ) ei, QVI { rf ace of
a | owner ggil ?E??g S eggogiﬁé%?r855&5&5é%%ﬁgﬁgﬁggggég%%EQ%§%Pégﬁprises
two superposeBliparal lelandl s rotating in opposite 35 directions, the

surface of an_uppeg; g&é {8eAUY & viERNPURISCabBLEETSE (Vadndid he
surface of a |ower roll .
shapes of cup cut from the strip.

In the embodiment depicted in Figures 1 and 2,
20 the present installation comprises a cooking-extrusion
device (1), a hot-forming device (2), a
transverse-incision device (3), a filling device (4)
and a longitudinal-cutting device (5).
The cooking-extrusion device comprises a
25 twin-screw extruder (1) the die (6) of which has three
slit-shaped ocutlet orifices (7).

The forming device (2) comprises a set of
superposed parallel rolls (20, 21) rotating in opposite
directions, smooth-surfaced male mould parts (22) being

30 provided at the surface of an upper roll (20) and
smooth~-surfaced corresponding female mould parts (23)
being provided at the surface of a lower roll (21).

The transverse-incision device (3) comprises

two superposed parallel rolls rotating in opposite

35 directions, the surface of an upper roll (8) having
transverse cutters (9) and the surface of a lower roll
(10) having receiving and conveying cavities (11).



- (10) having receiving and conveying cavities (11).
-7 The filling device (4) conprises a feed hopper (12),
distribution rollers (13) and bal anci ng neans (14). The
| ongi tudi nal -cutting device (5) conpriseg 5 two superposed parallel

rolls rotating in QppPosiiey LEegti s,c;n{tpr- e a r roll
(15) having | ongi t udi.%jé%f.%:%%t 3§¥£?§6)(andc t he l:éfrgf g%efgfédaﬁfg\?@?

rol | (17) havwl?) r eCdisHmPUEiPTconPdyrrg cabPli eand 1halancing meansthe
installation fufther conprises a spraying 10 device (18) downstream of the
filling device (4) and a coolj.n t unnel str.eam of

. n . (19 u
t he | ongi t udi nal - 1R t iLeGed&Vddadscutting devl‘("eA)s(S)haé:o 7
;jepl clt Ied 5i N twd glﬁ@ex’:’%os{édle parallaslpeatd Mes studtpsicen be | mpgosedeas
ravel | i ng upypards 15 r t he ttomaaf fhe fjqur it isble to
cut fromg\f%eecus?r?"‘i"’p gg}ean %Ibé)a(%em?? atrﬂe‘,lébggr@celxlam()}?é), PRVl
triangul ar, longiuatinal cutéetsngll@r, and thehgpeface ofchavieeshaped

or arc-shapedroffapﬁpfh%{_ﬁqi g%y?ﬁ@ing ak@NLshVEFi 59 topitibe cups. are

visual ly attractive 20 e sane tinme restricting as far .as

possi bl e t he anpufe ofinstrddes iomat FREEREY GHREHES ng (RFY ¢t v p.

ggfamet _hq@t ﬁC&@w&é\P (o)t a@ﬁﬁ§@§@?h| :dl\/ei\f/ﬁme@ oghuuingi, Sdéescgéi lyedl ia]lzmdgraeat er
: in the exanpl es whic ol | ow. whi ch_are given by way o
i|lustration @Petine V\EFEﬂefhe perddht agesugﬁgrggf“t s ar é)\%i ven BF

wei ght . Exemgleudinal -cutting dsirbgeans) nstallation sinmilar to the one

depicted in Figures 1 and,2,. slj |y r ups., Whic are 2 deep
and have a rectangul ar bot P rr%g%%ri rﬁigé@&%é:x %ncn{%ﬁfgar eépre<p§?ed.
In  the tréspectéve sexipademn bef imagimied as tuastedllig oRWaHds

residencedli e bQr b YUK & Sthe £3Gube)t herd eL@epahyiB1a8aeradC and

the pressure die has thrée slit-shaped oytlet orifices 7.5

cm | ong gnem0. $hem welEip blanks (4. f ortHi%yy dEFFce THRISes

three success{¥@angular, square, rectangular, S-shaped,
chevron-shaped or arc-shaped, shape of which may be
contrived so that the cups are visually attractive
20 while at the same time restricting as far as possible
the amount of offcuts that result from cutting the
strip.
The method according to the present invention
is described in greater detail in the examples which
25 follow which are given by way of illustration and in
which the percentages and parts are given by weight.
Example 1
Using an installation similar to the one
depicted in Figures 1 and 2, slightly flared cups which
30 are 2 cm deep and have a rectangular bottom measuring 2
x 7 cm’ are prepared.
In the twin-screw extruder of this
installation, the residence time for the mixture is
30 s, the temperature 180°C and the pressure 8 MPa. The
35 die has three slit-shaped outlet orifices 7.5 cm long
and 0.9 mm wide.
The forming device comprises three successive
sets of rolls, on which the profiles have respective
heights and depths of 1, 1.5 and 2 cm. The first set of
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Exam 2
The procedure followed is similar to the one

20 described in Example 1, the exception being that the
extruder is fed with a mixture containing 77.3 parts of
wheat flour, 9.45 parts of white rye flour, 4.9 parts
of isolated soya protein, 11.9 parts of sucrose, 2
parts of corn oil, 0.75 of a part of sodium chloride,

25 0.42 of a part of calcium carbonate and 2 parts of
dextrose to which 5.5 parts of water are added. The
mixture thus has a water content of 18% as it enters
the device, 9.1% after expansion on leaving the
extruder and 4% after hot forming.

30 The cups are filled with a first layer of
roughly crushed hazelnuts, a gsecond layer of
hazelnut-chocolate cream and a third layer of puffed
rice. The cups are closed with a layer of chocolate.
Example 3

35 The procedure followed is the one described in
Example 2 to obtain cups which are then filled with a
mixture of strawberries and hazelnuts on a caramel base

and are then coated in chocolate.
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3. Method according to Claim 1, in which the

20 cooked mixture is extruded by passing it through a die
which has at 1least one slit-shaped outlet orifice
3-10 cm long and 0.4-1.5 mm wide.

4. Method according to Claim 1, in which the
cavities are formed by pressing the strip between the

25 smooth-surfaced male and female mould parts heated to a
temperature of 60-90°C.

5. Method according to Claim 1, in which the
cavities have a depth of 0.5-3 cm and a generally flat
bottom measuring 4-30 cm’.

30 6. Method according to Claim 1, in which the food
filling 1is a savoury filling, especially a £filling
containing cheese or meat, or a sweet filling,
especially a filling containing almonds, hazelnuts,
expanded cereals, flakes of cereal, chocolate and/or

35 jam.

7. Installation for the implementation of the
method according to one of Claims 1-6, comprising a

coocking-extrusion device (1), a hot-forming device (2),
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device (3), a filFing device( and a | ongitudinal-cutting device (5).
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device (5). parallel rolls rotating in opp051te dlrectlons,
surface of an upper roll (8) having transverse cutters
(9) and the surface of a lower roll (10) having
receiving and conveying cavities (11).
20 11. Installation according to Claim 7, in which the
filling device (4) comprises a feed hopper (12),
distribution rollers (13) and balancing means (14).
12. Installation according to Claim 7, in which the
longitudinal-cutting device (S) comprises two
25 superposed parallel rolls rotating in opposite
directions, the surface of an upper roll (15) having
circular longitudinal cutters (16) and the surface of a
lower roll (17) having receiving and conveying cavities
(11).
30 13. Installation according to Claim 7, further
comprising a spraying device (18) downstream of the
filling device (4) and/or a cooling tunnel (19)

upstream of the longitudinal-cutting device (5)



