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3 Claims. (Cl. 53-14) 

?ABSTRACT or THE DISCLOSURE i 
Dual compartment containers are obtained by ̀ folding 

a continuous, heat-sealable 'web along its longitudinal 
center line, while reversibly folding edge' portions'of said 
web to a height not extending beyond the edge of the 
center fold;-intermittently heat-scaling a transverse strip 
of said folded web to obtain the desired container width 
and preferably thereafter triangularly, heat-sealing the 
corners of the reverse folds. ' - ' ` ` a 

The present invention relates to a novel container con 
struction and a method for its preparation. More partic 
ularly the present invention relates to a dual Compart 
rnent container made from a single web. ` ' 

It is one of the objects of the present invention to pro 
vide a dual compartment container in which both com 
partments can be simultaneously ?lled, sealed, opened, 
and emptied. It is another object› of the present inven 
tion to provide amethod for the continuous preparation 
of such dual compartrnentwcontainers using a _rollvof a 
single heat sealable web. _ . ' 
The objects of the present invention are accomplished 

by folding a continuous heat sealable web along its lon 
gitudinal center line, while reversibly folding edge por 
tions of said web to a height extending up to_ the edge 
of the center fold, to for-m four plies with facing heat 
sealable surfaces between the outer and the inner. plies, 
intermittently heat sealing a transverse strip of said folded 
web to obtain the desíred container width and prefer 
ably thereafter triangularly? heat scaling the corners of 
the reverse folds. The resulting dual compartment con 
tainer formed iby two consecutive transverse heat seals 
is then ?lled and the edges of the web sealed to the cen 
ter fold. -, i ._ i : › ? 

As will be illustrated in greater detail hereinafter, the 
open container need not be separated from the continu 
ous Web until after ?lling and sealing. The two Compart 
-ments of the container may be ?lled consecutively or si 
multaneously. 

Reference is directed to the accompanying drawings for 
a more detailed description of the preferred embodiments 
of the present invention in- which: 
FIGURE 1 is a schematic drawing of the folding of 

the continuous web to form the plies of the dual com 
partment container of the present invention; 
FIGURE 2 is a schematic drawing of the folding of 

the continuous web to form the plies of the dual com 
partment container, the heat scaling of the web to form 
the open dual compartment container, the ?lling of the 
container, and the ?nal heat sealing and separation of 
the ?lled container, the entire operation being carried out 
continuously; ~ 

FIGURE 3 is a plan view of a dual compartment con 
tainer containing an easy opening perforationv allowing 
the simultaneous emptying of both compartments; 
FIGURE 4 is a plan View of another dual Compart 

ment container of the present invention of modi?ed con 
struction', 
FIGURE 5 is a partial sectional view of the container 

of FIGURE 4 during fa'brication; and 
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FIGURE 6 is a schematic sectional› view of the dual 
compartment container of FIGURE 4 after ?lling and 
scaling along line 6-6 wherein the container is made 
from a continuous thermoplastic resin web. . 

'Referring to FIGURES 1 and 2,. a continuous web 10, 
having an upward .facing heat sealable surface, is fed 
from roll stock 11 over roll 12 to the folding wheels 13, 
14 and- 15. The center folding wheel 14 assisted by. the 
side folding wheels 13 and 15 folds the web downwardly 
along its longitudinal center line. The side folding wheels 
13 and 15 assisted by guide rolls 16 and 17 fold the edges 
of the web 18 and 19 upwardly to the edge of the cen 
ter fold or to any desired lower height of the center 
fold, thereby forming the four plies of .the dual com 
partment container. The folded web, in which the heat 
sealable surfaces of the four plies face each other is. then 
intermittently heat sealed in the transverse direction_ to 
form the› side seals 20 of the dual compartment contain 
ers, such as container 21. Thereafter or simultaneously 
therewith the folded corners of the compartments are 
sealed off to form triangular seals 22 giving the come 
partments the opening spout 23. The transverse seals and 
the triangular seals may seal just the inner surfaces of 
the two compartments or rnay seal all four plies together 
depending on the nature of ,the web material and the 
nature of the heating. The sealed. corners are then per 
forated along line 24 to provide an easy openingmethod 
for the simultaneous opening of both compartments of 
the container. ›- › _ 

The two compartments of the container formed are ei_ 
ther consecutively ?lled as shown in containers 25 and 
26, or si-multaneously ?lled as shown in container _27. 
The edges of the original web .18 and 19 are then heat 
sealed to the center fold 28 to form seals 29. The sealed 
container is parted from the continuous web ?by bisect 
ing the transverse seals forming the side edges of the 
container. - v - 

FIGURES 3 and 4 show two forms of dual compart 
ment containers made in accordance with the method of 
the invention. In FIGURE 3 the edges of the original 

- web are aligned with the center fold 30 and ̀ the corners 
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of the folded upper edges 31 sealed to provide açspout 
for the contents. Perforation 32 results in the forming 
of a tear strip 33 to allow easy opening and simultaneous 
emptying of the contents. In FIGURE 4 a dual com 

i partrnent container is illustrated in which the outer edges 
of the original web 34 are brought up to below the edge 
of the center fold 30. In both FIGURES 3 and 4 the 
two compartments of each container have sealed edges 
with the exception of the spout area. 
FIGURE 5 shows the container of FIGURE 4 in pro 

ductíon. The web 35 has been folded downwardly form 
ing center fold 36 and the edges of the web 37 and 38 
have been brought up to below the center fold to for?m 
the four plies 39, 40, 41 and 42 of the dual compartment 
container which has been sealed along one of its side 
edges 43. 
FIGURE 6 shows a sectional view of the container il 

lustrated in FIGURE 4 made out of a heat sealable 
thermoplastic resin web. The four plies of the container 
39, 40, 41 and 42 are sealed together to form the top 
seal 44. It will be apparent that the side seals (such as 
seal 43 in FIGURE 5) as well as the triangular corner 
seals (such as seal 31 in FIGURE 4) also result in the 
scaling of the inner plies when employing a heat seal 
able thermoplastic resin web. The edges of the original 
web 37 and 38 are sealed to the center fold 45 below its 
top edge 46. The spouts of the two compartments are at 
the edges of the reverse folds 47 and 48. The contents of 
the two compartments of the container are separated by 
plies 40 and 41. Tearing of the serration 32 in FIGURE 
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4 into the spouts 49 allows the simultaneous emptying 
of the contents. A hole 50 in the extended center fold 
allows easy storing of the container on a rack. 
The continuous web employed is preferably made from 

a thermoplastic resin such as a polyole?n, polyvínyl 
halide, polyvinylidene halide, copolymers and inter 
polymers of a vinylidene halide and a vinyl halide, rubber 
hydrochloride, a cellulose ester or similar resin. Resin 
coated paper, cellophane, polyester ?lm, or foil may also 
be employed in the formation of the dual compartment 
contaíners of the present invention. Of the resins that can 
be employed, polyole?ns, and particularly polyethylenes, 
are preferred. Where a resin coated .foil or paper is em 
ployed as the web, it is necessary that the resin coating 
be on the side of the plies contacting the contents of the 
compartments to permit the sealing-in of the container 
contents. Thermoplastíc resin webs or two-way coated 
paper or foil webs are preferred since they permit the 
bonding of the two compartments to each other thereby 
giving greater rigidity and form retention to the con 
tainer. 
The advantages of the illustrated method of forming 

dual compartment containers will be apparent from the 
foregoing description of the invention. Thus the con 
tainers are formed from readily available continuous web 
roll. stock by simple mechanical means. The containers 
are formed continuously and the method is readily em 
ployed in combination with an automatic ?lling station. 
The containers produced by the present invention allow 
the opening and emptying of both compartments simul 
taneously and therefore the instantaneous miXing of the 
contents on opening which is of signi?cant advantage 
in many commercial compositions which are formed in 
situ. 
Some of the features illustrated in the drawings and 

description such as the perforation and the triangular 
corner seals constitute preferred embodíments of the dual 
compartment containers of the present invention. Alter 
nate means for accomplishing these and other embodi 
ments of the present invention will be clearly apparent 
to those skilled in the art. Although the invention has 
been described in terms of heat seals, it is to be realized 
that similar seals can be obtained by means of appro 
priate adhesives. 
The foregoing description is not intended to limit the 

invention to the particular embodiments described ex 
cept as set forth in the appended claims. 

I claim: 
1. The method of forming a dual compartment con 

tainer which comprises folding a continuous web having 
two heat-sealable surfaces along its longitudinal center 
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4 
line, reversibly folding the edges of said web to the center 
told to a height not extending beyond the edge of the 
center fold, thereby torming four plies, intermittently 
heat-sealing a transverse strip of said four plies to each 
other, triangularly beat-scaling the reversibly folded 
edges of said web between the transverse seals while 
leaving a minor portion of said edge unsealed, perforat 
ing the triangular seals in a line parallel to the reversibly 
folded edges, ?lling the two compartments „formed by 
two consecutive transverse seals of said container, and 
thereafter scaling the edges of said web to said center 
told. 

2. The method of forming a dual compartment con 
tainer of claim 1 including the step of parting the con 
tainer from the continuous web within the sealed trans 
versestrip area after the ?lling of the container and the 
scaling of the edges of said web to the center fold. 

3. The method of forming a dual compartment con 
tainer which compríses folding a continuous web having 
two heat-sealable,_ thermoplastic resin surfaces along its 
longitudinal center line, reversibly folding the edges of 
said web up to the resulting center told to a height not 
extending beyond the edge of the center fold to thereby 
form four plies, intermittently beat-scaling a transverse 
strip of said four plies to each other, triangularly heat 
sealing the reversibly folded edges of said web between 
the transverse seals while leaving a minor portion of said 
edge unsealed, perforating the triangular seals in a line 
parallel to the reversibly folded edges, ?lling the two 
compartments formed by two consecutive transverse seals 
of said container, and scaling the edges of said web to 
said center fold. 
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