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This invention relates to packaging and more 
particularly to the closing of bags and the like 
made from a heat-sealable ?lm. The heat-seal 
able ?lm employed is preferably a rubber hydro 
chloride ?lm, such as that now on the market, 
although other heat-scalable ?lms may be used 
such as ?lms of plasticized polyvinyl derivatives, 
heat-seala-ble cellulosic materials, 'etc. The in 
vention will be described more particularly as re 
lated to the packaging of process, cheese in rub 
ber hydrochloride ?lm, although the/invention 
is not limited thereto. , . - 

Process cheese is made by heating and emulsi 
fying one or more grades of cheese often with 
the addition of seasoning, etc., and it is desirable , 
to package the product in a heated, molten con 
dition. The invention is particularly adapted 
for the packaging of such cheese, although it may 
likewise be employed for packaging other hot or 
cold materials and particularly a ?uid product. 
For example, the process may be used in pack 
aging scrapple, corn mush, chili con came, pea- , 
nut butter, frozen foods, lard, margarine, etc. 
According to this invention the molten process 

cheese or other material to be packaged is run _ 
into a bag of rubber hydrochloride ?lm or other 
heat-scalable ?lm material. ‘The open end of 
the bag is then folded to the top of the package 
and not gas. applied to cause contacting portions 
of the ?lm to coalesce. A gas ?ame or blast of 
hot air or other suitable source of gas-conducted 
heat, such as radiant heat, etc., is used for heat 
ing the ?lm. ‘It is also ordinarily desirable to 
press the ?aps of the bag to the cheese .package 
to insure the formation of an air-tight seal. - 

- When packaging hot materials the bag may then 
be inverted so that the weight of the hot contents 
presses the flaps together thus assisting in form 
ing a tight seal. This is advantageous in the 
packaging of molten process cheese, for example. 
Even in packaging cold products, inverting the 
package is desirable since the weight of the con 
tents insures contact at all points of the sealing 
surfaces. 
When the ?aps of the bag arefolded to the 

cheese and the heat is applied, it will be found 
that the layer of ?lm adjacent the cheese is not 
readily ‘raised to the temperature at which it will 
completely coalesce with the layers above it. 
This is due to thefact that the cheese conducts : 
the heat away from the ?lm which is in contact 
with it and prevents it from being heated to the 
temperature necessary for‘ coalescence, except 
when extremely high temperatures are employed, 

. in which case there is danger of damaging the - 
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outer layers of the ?lm. The same thing is true 
when the bag is used for packaging other mate 
rials. When the heat is applied it is the upper 
layers of the ?lm which are united. 
The invention will be further described in con_ 

nection with the accompanying drawing which 
shows a preferred method of folding the flaps of 
the bag to the package prior to heat-sealing. In 
the drawing Fig. 1 shows‘ in perspective one 
method of closing the bag, and Fig. 2 shows the 
bag closed by this method after‘the formation 

' of the heat-seal. 
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4. vi 

The box I is made of wood. It is lined with a 
bag 2 of rubber hydrochloride ?lm. The bag is a 
of the envelope type which may be made by fold- ' 
ing a sheet of ?lm and uniting the two edges ad 
joining the fold. The bag is ?tted into the box I 
and ?lled with the molten cheese. The top of 
the bag is now closed in the following manner. 
The swinging ?ngers 3 are pivoted on the rods 
4. The arrows indicate‘the motion of the ?n 
gers. As the ?ngers swing down into the bag, 
they extend the ends of the top until the edges 4 
of the sides of the top are brought together. 
Then by manual operation or by mechanical 
means, the edges 4 are folded ?at onto the top of 
the bag or package as shown in Fig. 2. As shown 
in this ?gure, the folded over portion of the top 
of the bag rests on another portion of the top of 
the bag which is in contact with the cheese. 
Gas-conducted heat is now applied from above. ‘ 

This causes the overlapping edges 4 to coalesce 
and a moisture-tight and air-tight seam is 
formed all the way across the top of the pack-1 
age. A hot blast of air or a gas ?ame may be 
used for forming the seam. The heat is brought 
to the ?lm thru the surrounding atmosphere and ' 
without contact with any heated instrument. 
Although the gas or hot air may contact the por 
tions of the bag adjacent the edges which have 
been folded over, these portions which are in 
contact with the cheese are not readily heated to 
the sealing temperature. It is the over-lapping 
portions or edges 4 and the ears formed at the 
ends of the top of the bag on folding which are 
readily heated and coalesce. When the cars 
which protrude over the ends of the box are heat 
ed to the temperature at which they coalesce 
they may wilt as rubber hydrochloride ?lm is apt 
to wilt when heated. However such wilting does 
not interfere with the formation of an air-tight 
and moisture-tight package. 
Instead of closing the bag with this particular 

type of seam, the top of the bag may be folded 
together in other ways and/all exposed edges 



2 
heated to form‘ a tight seam. The seam shown 
in the drawing is preferred since in order to form 
such a seam it is not necessary to heat more than 
two layers of ?lm. 
Pressure on the newly formed seam to main 

tain the heated portions of the ?lm in contact 
until they cool may be advantageous. Mere pat 
ting by the hand‘ of the operator may be bene 
?cial, particularly where molten cheese or other 
material is packaged which it is desirable to 
spread out to some extent to more evenly ?ll 
the package. . - 

Such a seal has advantages over one made by 
pressure with a heated instrument, because pres 
sure on‘ the heated ?lm with a heated instru 
ment tends to make the ?lm thinner at the seam 
and thus weakens the package. 
'The outer container is‘ now closed. If the ' 
outer container is of wood, the lid is nailed onto 
the box. If the outer container is cardboard, 
the ?aps are folded down and preferably sealed. 
The package may then be inverted. The weight 
of the heated cheese on the overlapping layers 
of the ?lm at the seam gives added assurance of 
getting a tight seam. The package preferably 
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remains in the inverted condition until the ?lm ‘ 
and contents have cooled. The duration of the 
cooling period will 'depend upon the size of the 
package. the temperature of'the contents, etc. 
For process cheese, which is heated to a tem 
perature in the range of 150 to 190° F. when 
placed in the package, a cooling period of twelve 
hours certainly will give a tight seal and a lesser 
cooling period may be found satisfactory. 

This method of packing has many advantages 
over the other methods of heat-sealing now em 
ployed. These include the fact that this method 
may be, made actually continuous. It eliminates 
the mechanically moving heat-sealing platens 
which are employed in many of the processes 
now currently'used. Any danger of a hot platen 
cutting through the heated ?lm or sticking to 
the ?lm is eliminated. The union of the ?lm is 
not limited to the area which is brought in con 
tact with the heated platens, but all the con 
tacting surfaces may be heated and sealed to 
gether. This is accomplished without heating 
the ?lm through any intervening material, such 
as paper or the like. The seal ,formed is not only 
superior to most or all of the seams formed by 
other methods, but no complicated equipment is 
required, and the labor cost of making the seal 

' is low. 

I claim: 
1. The method of packaging molten process 

cheese in a rubber hydrochloride ?lm which com 
prises lining an outer rigid container with a rub 
ber hydrochloride bag of the envelope type, run 
ning molten, process cheese into the bag, extend 
ing the upper ends of the bag outward to cause 
the top of the sides of the bag to come into ?at 
contact with one another, folding the top edges 
of the sides of the bag to the top of the, package 
without substantially changing the relation of 
the two sides of the top of the bag with respect 
to one another, and then applying heat through 
the surrounding atmosphere from above to unite 
the upper edges of the bag and form a tight seam 
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while simultaneously heating the adjoining ?lm . 
which is in contact with the cheese without heat 
ing it to the heat-sealing temperature. 

2. The method of packaging molten process 
cheese in a rubber hydrochloride ?lm which com-' 
prises lining an outer rigid container with a rub 
ber hydrochloride bag of the envelope type, run 
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ning molten, process cheese into the bag, extend 
ing the upper ends of the bag outward to cause 
the top of the sides of the bag to come into ?at 
contact with one another, folding said contact 
ing portions of the sides of the bag to be ?at on 
the top of the package, and then applying heat 
thru the surrounding atmosphere from above to 
unite the upper edges of the bag and form a tight 
seam while simultaneously heating the adjoin 
ing ?lm which is in contact with the cheese with 
out heating it to the heat-sealing temperature. 

3. The method of packaging molten process 
cheese in a rubber hydrochloride ?lm which com 
prises lining an outer rigid container with a rub 
ber hydrochloride bag of the envelope type, run 
ning molten, process cheese into the bag, ex 
tending the upper ends of the bag outward to 
cause the top of the sides of the bag to come into 
contact with one another, folding said contact 
ing portions of the sides of the bag to the top of 
the package without substantially changing the 
relation of the two sides of the top of the bag 
with respect to one another, bringing heat 
through the surrounding atmosphere to the top 
layer of the folded ?lm without substantially 
changing its relation to the other folded portions 
of the ?lm so as to soften the top layer and unite 
it to the layer of ?lm immediately below it and 
thereby form a moisture—tight and. air-tight 
seam throughout the length of the top of the bag 
while simultaneously heating the adjoining ?lm 
which is in contact with the cheese without heat 
ing‘it to the heat~sealing temperature. 

4. The method of packaging a material in a 
bag of rubber hydrochloride film which com 
prises putting the material into the bag. folding 
the top of the bag onto the ?lled portion of the 
bag and by bringing heat through the atmos 
phere to the folded portion of the bag, uniting 
overlapping portions of the folded portion of the 
bag to form an air-tight enclosure for the ma 
terial while simultaneously heating the adjoin 
ing ?lm which is in contact with the material in 
the bag without heating it to the heat-sealing 
temperature. ‘ ' 

5. The method of forming a package which 
comprises putting material into a bag made of 
‘heat-sealable ?lm, folding the top edges of the 
bag to the ?lled portion of the bag in such a way 
that only two layers of ?lm rest on that portion 
of the bag which is ?lled with the material and 
then conducting heat through the atmosphere to 
the top layer of the folded ?lm to unite it to the 
layer immediately thereunder to form a tight 
seal whilesimultaneouslyheating the adjoining 
?lm which is in contact with the material in the 
bag without heating it to the heat-sealing tem 
perature. 

6. The method of ?lling a bag of heat-scalable 
?lm with a ?uid which comprises causing the 
?uid to run into the bag. bringing the upper 
edges of the bag together and folding them to the 
?lled portion of the bag in such a way that above 
the ?lled portion of the bag there are no more 
than two layers of the ?lm, then applying a ?ame 
to the outer layer of the folded ?lm to cause it to 
unite to the contacting layer to form an air-tight 
seam throughout the length of. the bag, and si 
multaneously applying the ?ame to the adjoin 
ing ?lm and maintaining contact between said 
adjoining ?lm and the contents of the bag to 
conduct heat away from said adjoining ?lm 
‘through the contents of the bag to prevent its be 
ing raised to the heat-sealing temperature. 
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