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[57] ABSTRACT 

This relates to a package which is primarily intended 
to have a ?rst product incorporated therein in the 
forming of the container portion of the package, with 

-the container including a valved passage through 
which a second product may be added to the package. 
The package is formed with two walls and is of a con 
struction wherein it may be formed on a continuous 
basis utilizing major web material, which de?nes the 
two walls of the packages, and minor web portions. 
‘The package forming operation may be either a hori 
zontal operation or a vertical operation. The minor 
web portions are ?rst sealed to one of the walls to de 
?ne a plurality of adjacent valved ‘passages, after 
which the two wall portions are superimposed with re 
spect to valve passages and said minor web portions 
disposed therebetween, followed by formation of 
transverse seals to de?ne package's each having a 
valved passage at one end thereof. 

24 Claims, 17 Drawing Figures 
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METHOD OF FORMING A PACKAGE 

This application relates to an improvement over my 
copending application Ser. No. 39,375, ?led May 21, 
1970, entitled “FLEXIBLE PACKAGE WITH SELF 
CLOSING OPENING,” now abandoned. 
This invention relates in general to new and useful 

improvements in packages of the form, ?ll and seal 
type and more particularly to such a package having a 
valved passage wherein a second product may be added 
to a product initially packaged within the package and 
mixed therewith before being dispensed therefrom. 
Such packages normally will contain a powdery mate 
rial as the ?rst product and the second product will be 
a liquid for mixing with the powdery material. The in 
vention, of course, is not so limited. 

BACKGROUND OF THE INVENTION 

Many types of products are now sold in the dry form 
and are to be mixed by the user with a liquid, such as 
water, as an initial step in the subsequent processing or 
use of the original material. Examples of such products 
requiring the addition thereto of a liquid for further 
processing include cake mixes, pie crust mixes, pan 
cake mixes and other food products which are sold in 
dry form and are to be mixed with milk or water by the 
user. Other examples of mixing requirements may be 
found among various non—food products such as plaster 
of Paris, cement mixes, and various liquid plastics to 
which a liquid catalyst is to be added which causes the 
plastic to set or become hard. ‘ 

In order for a package to be economically competi 
tive, it is preferable that it be of the form, ?ll, seal type. 
Such a package and method of making the same is dis 
losed in my application Ser. No. 39,375. 
This invention relates to an improvement upon the 

package of my aforementioned application as well as 
novel methods of forming the improved package. 
As is disclosed in my aforementioned prior applica 

tion, one well-known .manner of using products of the 
aforementioned character involves emptying the con 
tents of the package in dry form into a suitable mixing 
container, adding the desired liquid to the proper‘ 
amount and stirring or agitating the liquid and the dry 
mix together with a suitable implement. As a conve 
nience to the user such products are preferably sold in 
packages having ?exible walls and .into which the 
proper amount of added liquid may be placed, the liq 
uid and dry product being mixed in the package by ?ex 
ing or kneading the walls of the package to obtain the 
desired mixing acton. After the desired mixture is ob 
tained, it is then ejected from the package through an 
opening in the package wall which is‘formed for that 
purpose. Many advantages accrue to the user from- a 
package of this type, particularly the saving in time and 
trouble in cleaning a mixin container in which the‘mix 
ture would otherwise be prepared, since the original 
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package constitutes a disposable mixing container_ 
when made according to the present invention. 
One known type of container for this service is a 

sack-like container open at one end; but this has sev 
eral objections. It is difficult to close. It one, hand is em 
ployed to hold the original open end closed, only one 
hand is free to do the mixing. after mixing, the product 
is not sealed in and the product pours out if the user is 
not carful in attempting to stand the sack upright or 
store it. ‘ ' 
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Prior designs for packages of this type with varied‘ 

inlet passages have not been entirely successful for var 
ious reasons. The chief problem has been to provide a 
one-way valve which remains securely closed during 
the mixing operation. In known designs of packages the 
valve does not always remain securely closed, with the 
result that some of the contents escapes through the 
partially open valve. 
A container which most closely approaches the gen 

eral appearance of 'the container of this application is 
found in British Pat. No. 930,893 to David Victor Bon~ 
sor entitled “Improvements in or Relating to Contain 
ers fo'r Holding Liquids,” published July 10, 1963. This 
patent, however, teaches only the formation of a single 
package at a time with the package being formed from 
two blanks which are of the same width, but one blank 
being slightly longer than the other. The longer blank 
is secured to the shorter blank by overlapping end por-v 
tions of the blank and selectively sealing the same to 
gether to de?ne a seal therebetween incorporating a 
valved passage, after which the longer blank is re 
versely folded upon itself and then sealed about the pe 
riphery thereof to the underlying blank. The container 
of the Bonsor patent is utilized for packaging liquids 
and the valved passage is utilized both for the ?lling of 
the container and the dispensing of the liquid there 
from. a 

The container of the Bonsor patent is one which is 
not adaptable to a continuous formation and there is no 
suggestion whatsoever that the container could be 
formed, on a commercial basis and ?lled after being 
formed other than by the introduction of a liquid 
through the valved passage. 

SUMMARY OF THE INVENTION 

In view of the foregoing, it is proposed to provide a 
package of the form, ?ll, seal type wherein during an 
intermediate stage of the forming of a package, a first 
product is placed within the container followed by the 
?nal sealing of the package. The container is provided 
with ‘a valved passage through which a second product 
may be introduced into the package and mixed with the 
?rst product packaged therein. 
A primary feature of the invention is the provision of 

a package which may be produced on a continuous 
basis andv wherein the formed container may be readily 
?lled so as to be commercially acceptable. 
Another feature of this invention is to provide a con 

tainer or package which includes major web material 
which may be readily formed on a continuous basis into 
said packages by customary form, ?ll, seal methods of 
either the horizontal or vertical type and wherein each 
package includes a valved passage for the addition of 
a second product and for automatically closing the con 
tainer after the addition of the second product permit 
ting a thorough mixing of the two products utilizing 
both of one’s hands. ’ 

In furtherance of the foregoing, the valved passage of 
each package is formed by a minor web portion which 
is sealed to the major web material and forms the de 
sired valved passage as a separate stage of the form, ?ll, 
seal operation. _ ' 

In the carrying out of this invention, a continuous 
minor web or individual minor web portions are 
bonded to a ?at ?rst container all forming portion of 
major web material in a manner to de?ne between the 
minor web and the major web material a plurality of 
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valved passages. Thereafter, either a second container 
wall forming portion of the major web vmaterial and the 
?rst wall forming portion may be superimposed with 
the minor web disposed therebetween and then trans 
versely sealed .to de?ne individual containers, or the 
container wall forming portions of the major web mate 
rial may be formed into a tubular shape about an inter 
nal former. Such forming of the major web material 
may be followed by ?lling and ?nal sealing operations 
as is customary in the form, ?ll, seal art ' 
With the above, and other objects in view that will 

hereinafter appear, the nature of the invention will be 
more clearly understood by reference to the following 
detailed description, the appended claims and the sev 
eral views illustrated in the accompanying drawings. 

In the drawings: 
FIG. 1 is a schematic plan view showing one method 

of forminglpackages with valved passages in accor 
dance with this invention. 
FIG. 2 is a side elevational view of FIG._1 and shows 

further the details of the package forming method. 
FIG. 3 is an enlarged fragmentary elevational view 

showing the details of a transverse seal between‘ adja 
cent containers. 
FIG. 4 is a view similar to FIG. 3 and shows adjacent 

containers separated by a cutting action. 
FIG. 5 is an elevational view of the upper portion of 

a ?lled and sealed package and shows the details of the 
?nal seal thereof. ' 

FIG. 6 is an elevational view of a package with por 
tions broken away showing the speci?c details of va 
package formed in accordance with the method of FIG. 
1. 
FIG. 7 is an enlarged fragmentary transverse sec 

tional view taken along the line 7—7 of FIG. 6 and 
shows the manner in which the valved passage of the 
sealed container is opened. 

FIG.,8 is a sectional view similar to FIG. 7 and shows 
a modi?ed form of container construction. 
FIG. 9 is a fragmentary schematic plan view showing 

another method of forming packages similar to the 
method of FIG. 1, but wherein the initial package form 
ing operations have been modi?ed. ~ 
FIG. 10 is an elevational view similar to FIG. 6 with 

parts broken away showing a package formed in accor 
dance with the method of FIG. 9. 
FIG. 11 is diagrammatic elevational view of still an 

other method of forming a package in accordance with 
this invention. ‘ a 

FIG. 12 is a fragmentary horizontal sectional view 
taken along the line l2—-12 of FIG. 11 and shows the 
manner in which the major web material is further 
sealed to the minor web portion without closing the 
valved passage. ' - 

FIG. 13 is a fragmentary horizontal sectional view 
taken along the line 13—13 of FIG. 11 and shows the 
mannerin which the side seal is formed on the tube so 
as to provide a complete sealing of the tube. 
FIG. 14 is an elevational view similar to FIG. 6 with 

portions broken away showing the details of a package 
formed in accordance with the method of FIG. 11. 

FIG. 15 is a schematic elevational view showing a 
modi?ed ?rst portion of the package forming method 
of FIG. 11. 
FIG. 16 is a fragmentary elevational view with parts 

broken away 'of still another package which may be 
formed in accordance with this invention. 
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4 
FIG . 17 is a schematic plan view showing a‘ still fur 

ther method of forming containers and packages in ac 
cordance with this invention utilizing a vertical former. 

Referring to the drawings in detail, it is ?rst pointed 
out here that while several methods of forming a pack 
age in accordance with this invention and several pack 
ages have been illustrated, these methods and packages 
are considered of equal importance and therefore, no 
preference is being made by the order of presentation. 

With respect to the method of package formation il 
lustrated in FIGS. 1 and 2, it_will be seen that major 
web material 20 is dispensed from a roll 20' with the 
major web material 20 being formed of any suitable 
package forming ?lm or lamination with the single re 
quirement that the inner surface thereof must be self 
sealable upon the application of heat or seal forming‘ 
media thereto. The description will be limited to heat 
scaling for convenience purposes. Further, the major 
web material 20 is an effective width equal to approxi 
mately twice the height of the desired package. 
The major web material 20, as is customary in con~ 

tainer construction, is in the form of a laminated ?lm 
and has been pre-processed with a localized release 
area 21 printed, between the laminates of the web to 
substantially reduce the bond therebetween, whereby 
the separation of the overlying edges of the major web 
material 20 above the ‘top seal which will be formed for 
closing the container after a product has been placed 
therein, opens a rupturable channel into the package. 
The release area 21 may either be continuous or 
spaced, as shown. This type of opening is disclosed in 
my recently issued U.S. Pat. No. 3,608,709 entitled 
MULTIPLE COMPARTMENT PACKAGE, granted 
Sept. 28, I971. The channel is opened by rupture of the 
inner laminate'of the major web material 20 within the 
release area 21 and separation of the reduced bond be 
tween laminates, whereby a rupturable interlaminate 
channel is formed around the top closing seal in a man 
ner speci?cally illustrated and described hereinafter 
with reference to FIG. 7. 
A minor web 23 is fed from a roll 23' into overlying 

relation to that edge portion of the major web material 
20 containing the interlaminate release area 21. It is to 
be noted that an outer edge of the minor web 23 is 
spaced inwardly from the adjacent edge of the major 
web material 20. It is also pointed out at this time that 
although the minor web 23 is preferably provided as a 
continuous web, it isfeasible that it may be supplied in 
short lengths without departing from the spirit of the 
invention. 
The minor web 23 is bonded to the major web mate 

rial 20 preferably by heat-sealing, the opposite faces of 
the minor web 23in the case of bonding by heat-sealing 
being of a material which will heat-seal to the inner sur 
face of the major web material 20, as illustrated in FIG. 
1. Heat-sealing is accomplished by means of a heated 
die 24 which bonds together the major web material 20 
and the minor web 23 with the heat-sealed areas being 
identi?ed by the numeral 25 and de?ning therebetween 
a passage 26, which passage lies between the minor 
web 23 and the major web material 20 and is a valved 
passage in that the placement of a product within the 
package to be formed in a manner described hereinaf 
ter will automatically effect a ballooning of the package 
and a closing of the passage 26. It is to be noted that 
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the passage 26 is generally-funnel shaped in outline so 
as to facilitate the flow of a product therethrough. 
The major web material 20 with the minor web 23 

adhered thereto in the aforedescribed manner is then 
folded generally about a median line in a conventional 
manner to an upstanding position, as is shown at the 
left of FIG. 1. Thereafter, at regular intervals, the major 
web material 20 is transversely sealed both with respect 
to itself and also with respect to the minor web 23 by 
a transverse heat-sealer 27 to de?ne a transverse heat 
seal 28. The transverse heat-seals 28 de?ne an open 
container which is generally identi?ed by the numeral 
30. his to be noted that the container 30 is vertically 
disposed with the valved passage 26 thereof disposed 
uppermost. . ' 

At this time it is pointed out that the web material 
may be fed in any desired step-by-step manner. For 
purposes of illustration only, the transverse heat-sealer 
27 has been illustrated as having a four motion type 
movement so that the transverse heat-sealer 27 may 
also be utilized as the means for feeding the web mate 
rial. 

' After each container 30 has been formed, it is ad 
vanced at least one station where it is severed from the 
web material by means of a transverse cutter, generally 
identi?ed by the numeral 31. At this time each con 
tainer 30 is free. However, in accordance with this in 
vention, each container 30, before it is severed from 
the web material, is gripped by means of a suitable 
holder which has been schematically illustrated and is 
identi?ed by the numeral 32.'In the schematically illus 
trated form of the invention, the holders 32 are carried 
by an endless conveyor chain 33 which is driven in any 
conventional manner in a step-by-step motion corre 
sponding to the step-by-step advancing of the web ma 
terial by the transverse sealer 27. 
While supported by one of the holders 32 and gener 

ally after the container 30 is severed from the web ma 
terial, a product is placed within the container 30 in a 
conventional ?lling operation utilizing a ?ller 34 which 
is schematically illustrated. It is to be understood that 
at this time the folded major web material 20 provides 
each container 30 with two walls, one of the walls hav 
ing been secured to the minor web 23 and the other of 
the vwalls facing the minor web 23, but being free 
hereof. The ?lling of the container 30 with a product 
is accomplished between the minor web 23 and that 
container wall which is not bonded thereto at that time. 

The container 30, with the product placed therein, 
then moves to a heat-sealing station where top sealers 
35, which are slightly lower than a container 30, seal 
the minor web 23 to both of the package walls, sealing 
the valve passage 26 and sealing the minor web 23 to 
the other package wall. The package is now completed. 

Reference is now made to FIGS. 3 through 7 wherein 
I details of the containers 30 and the resultant packages 
formed therefrom, the packages being identi?ed by the 
numeral 36, are illustrated. In FIG. 3, the webs are il 
lustrated after a transverse seal 28 is formed. In FIG. 4, 
the webs are illustrated after a container 30 has been 
severed from the webs. It is to be particularly noted 
that in the forming of each transverse seal 28, which 
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seal, as is clearly shown in FIG. 4, forms the side seals . 
of two adjacent containers, has a lower portion 37 
which extends generally into the container being de 

6 
?ned by the transverse seal 28. When the container 30 
is severed from the webs, in addition to cutting the web 
along the center of the transverse seal 28, a notch 38 
may be formed in the edge of the container 30 gener 
ally in alignment with the triangular seal extension 37 
to facilitate tearing open the container 30 after it has 
been sealed for the purpose of dispensing a product 
therefrom. 

In FIG. 5 there is illustrated the upper portion of the 
package showing more speci?cally the details of a top 
seal 40 formed by the top sealer 35. It is to be noted 
that the top seal 40 is positioned fully in alignment with 
the minor web portion 23. Thus, as is shown in FIG. 6, 
the container 30 which may be considered as having 
two container walls or package walls 41 and 42 joined 
by a fold 43, has the container wall 42 fully sealed to 
the minor web portion 23 as at 44. At the same time, 
the top seal 40 seals the minor web portion 23 to the 
inner layer of thecontainer wall 41 between the trans 
verse seams 28 including across the valved passage 26, 
as at 46, sealing close the valved passage 26. 

It is to be noted that the package 36 is completely 
closed with a ?rst product (not shown) contained 
therein. When it is desired to utilize the product pack 
aged within the package 36, the upper portions of the 
package walls 41, 42, which may be considered pull 
tabs are grasped and pulled apart. As shown in FIG. 7, ' 
this results in the rupture of the inner layer of the wall 
41, identi?ed by the numeral 20a, above and below the 
top seal portion 46. The valved passage 26 is now open 
for the placing of a second product within the container 
30, the second product normally being a liquid. It will 
be readily apparent that the funnel-shaped con?gura 
tion of the valved passage 26, together with the upper . 
portions of the walls 41, 42 which form an extension of 
the funnel-shaped con?guration, will permit ease of 
?ow of a liquid into the container 30. ' 

It is also pointed out at this time that if desired‘, the 
package wall 42 or the package wall 41 may be pro 
vided with suitable ?ll indicia identi?ed by the numeral 
47. This indicia may be printed on the underside of the 
web 20 during an early stage of the web formation in 
registration with the release area 21 in any desired 
manner. It is also feasible to apply the ?ll indicia to the 
web in advance in that the ?ll indicia‘ may extend con 
tinuously longitudinally of the web 20 in that the verti 
cal location will be assured in this manner. When the 
container 30 is provided with ?ll indicia, it is merely 
necessary to pour the proper liquid‘ into the container 
30 until it reaches the indicated level. 

It is to be understood that after the second product 
has been placed'within the container 30, the outward 
bulging of the container walls 41, 42‘will result in the 
automatic reclosing of the valved passage 26 so that‘ the 
package 36 may be readily handled‘in both hands for 
the purpose of mixing the two products within the con 
tainer 30. The mixed products may then be dispensed 
by removing a lower portion of the container 30, pref 
erably in the manner indicated. ' 
Referring now speci?cally to FIG. 7, it will be seen 

that there is speci?cally illustrated themanner in which 
the sealed package is opened so as to reopen the previ 
ously sealed valved passage 26 for the reception of a 
second product. When the unsealed upper‘ portions of 
the walls 41, 42 are pulled apart, the inner laminate 20a 
of the wall 41 is stressed above and below the top seal 
40 in alignment with the release area 211 with the result 
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that the inner laminate 2a ruptures both above and 
below the top seal and the minor web 23 moves away 
from the wall 41, thereby providing a modi?ed channel 
opening into the valved passage 26. It is to be noted 
that the valved passage 26 is sealed in the funnel area 
thereof and thus this modi?cation of the valved passage 
in no way operates to hinder the automatic closing of 
the valved passage 26 when a second product is added 
to the container. 
Reference is now made to FIG. 8_ wherein a modi?ed 

container construction is illustrated. In the container of 
FIGS. 3 through 7, the minor web 23 was illustrated as 
being of a single layer construction, although it could 
have easily as well been of a laminated construction. In 
addition, the release area 21 was formed in the major 
web material 20 within the wall 41. The container con 
struction of this application is not so limited. If desired, 
the minor web may also be of a laminated construction 
and the release area may be formed within the minor 
web. Such a container conslruction has been illus 
trated in FIG. 8 with the container walls being identi 
?ed by the numerals 41', 42' and the minor web being 
identi?ed by the numeral 23'. The release area of the 
minor web 23’ has been identi?ed by the numeral 21' 
and that laminate of the minor web 23' which is rup 
tured in the opening of the container is identi?ed by the 
numeral 23a. 

It is to be understood that in the container construc 
tion of FIG. 8, the minor web 23' will be sealed to that 
portion of the major web material 20 which eventually 
becomes the wall 41’ in the same manner as that illus 
trated in FIGS. 1 and 2 and described above. The only 
difference between the container constructions of 
FIGS. 7 and 8 is that during the opening of the con 
tainer for the insertlon of a second product thereinto 
through the valved passage 26, .in lieu of a laminate of 
the wall 41’ rupturing, the laminate 23a of the minor 
web 23' facing the wall 41' will rupture. The release 
area 21’ will be formed in the minor web 23' in the 
same manner as that described above with respect to 
the release area 21, but is preferably continuous. 

In FIG. 9 there is illustrated a modi?ed method of 
forming a slightly modi?ed form of container and pack 
age. As in FIG. 1, a web 20 will be provided. However, 
in lieu of the web 20 being of a laminated construction 
with release areas formed therein, the web 20 will be 
of a conventional construction and either of a single ply 
or of a laminated construction, as desired. As a ?rst 
step in the package forming method, a coating of seal 
resistant material 21a is applied to the major web mate 
rial 20 in a pattern by means of a suitable type of appli 
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normally will be positioned on the major web material 
20 by a suitable guide 51. » 
The major web material 20 is then folded upward] 

in a vertical'plane-in the manner illustrated in FIGS. 1 
and 2 and as described in connection therewith. After 
the major web material 20 has been folded to the up 
right position, the major web material is further sealed 
to the minor web on the side of the minor web opposite 
from the heat-seals 25 by means of a bottom heat 
sealer 52. Thereafter the webs have performed thereon ' 
the same sealing, cutting and ?lling operations as illus 
trated in FIGS. 1 and 2 and described in conjunction 
therewith. However, it is to be understood that the 
valved passages 26 are disposed lowermost in the con 
tainers at the time they are being ?lled and that the ?ll 
ing occurs between the unsealed edges of the major 
web material 20. Also, the top sealer 35 seals together 
the unsealed edges of the vweb material 20 independent 
of any sealing action relative to the minor web portions 

Referring now to FIG. 10 in particular, it will be seen 
that there is illustrated a package 53 which is formed 
in accordance withthe method of FIG. 9. The package 
53, of course, includes a container which is identi?ed 
by the numeral 54. The container includes a pair of 
container walls 55, 56 which are integrally connected 
at their lower edges along a fold line 57. The‘ tear ele 
ment 50 is disposed at the extreme bottom of the con 
tainer 54 and positioned to separate the container walls 
55, 56 along the fold line 57. ' 
The container wall 55 is sealed to the minor web por 

tion 23 along the heat-sealed areas 25 and the valved 
passage 26 is disposed between the minor web portion 
23 and the container wall 55. The container wall 56 is 
also sealed to the minor web portion 23 by a bottom 
seal 58 which extends the full width' of the package, 
which bottom seal, when being formed, does not result 
in a sealing close of the valved passage 26 in view of the 
existence of the seal-resistant material 21a. 
The container walls 55 and 56 are also sealed to— 

gether and to the minor web portion 23 by transverse 
or side seals 28. Further, at the upper end of the con 
tainer 54, the container walls 55 and 56 are secured to 
gether by the top seal 45. 

It is to be noted that in the formation of the side seals 
7 28 at one upper corner of the container 54 the side seal 

50 

cator, generally identi?ed by the numeral 22. The seal ' 
resistant material 21a is deposited at regularly spaced 
intervals in accordance with the predetermined pack 
age width and is intended to be centered relative to 
packages formed from the web material 20. The seal 
resistant material is applied to the web material 20 ad 
,jacent the center line thereof. 

.Thereafter, the minor web 23 is applied to the major 
web material 20 and secured thereto to de?ne a plural 
ity of valved passages 26 at regularly spaced intervals 
between the minor web 23 and the major web material 
20. The minor web 23, of course, is applied adjacent 
the center of the major web material 20. 
There is also supplied to the major web 20 along the 

center line thereofa ?ne string or tear element 50 
which may be supplied from any type of supply and 

55 
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extends diagonally across the container as at 60 to de 
?ne a tear line for the purpose of opening the container 
and dispensing the products therefrom. Further, in cut 
ting the container 54 from the webs, a notch 61 is 
formed adjacent the seal portion 60 to facilitate the 
tearing away of the corner of the container 54. 
Also in the cutting of the container 54 from the web 

material, a notch 62 is formed adjacent the bottom of 
the container 54 generally in alignment with the tear 
element 50. It is to be understood that after a ?rst prod 
uct (not shown) is placed within the container 54 and 
the same is sealed to form the package 53, the package 
is completely sealed even though it does include the 
valved passage 26 for the admission of a second prod 
uct. When it is desired to place a second product within 
the package 53, the material of the major web material 
20 along the fold line 57 is ruptured by tearing utilizing 
the tear element 50. The minor web element 23 re 
mains bonded to the container wall 56 by the bottom 
seal 58, but entrance into the container 54 is now possi 
ble through the valved passage 26 and the second prod— 
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uct is placed within the package 53 in the manner de 
scribed hereinabove with respect to the package 36. 
From the foregoing, it will be seen that packages in 

accordance with this invention may be readily formed 
on horizontal machines and that several variations of 
the method of utilizing horizontal equipment is possible 
and may be advantageously utilized. It is also to be 
readily understood that the type of seal releasing means 
or seal resisting means utilized may be varied without 
varying the function of the package or the method of 
forming the same. - 

Reference is now made to FIGS. 11, 12 and 13 
wherein there is illustrated the method of forming 
packages in accordance with this invention on a verti 
cal machine. In accordance with the illustrated 
method, the major web material 20 is supplied from a 
roll 20’ with the major web material 20 being led to a 
conventional tube forming mechanism of which only an 
internal former 70 is illustrated. However, before the 
major web material 20 is formed into a tube, a minor 
web 23 is dispensed from a roll 23' and is applied to the 
major web material 20 adjacent one edge thereof and 
a plurality of individual heat-sealing steps performed by 
a heat-sealer 24 which bonds the minor web 23 to the 
major web material 20 through a repeating pattern of 
heat-seals 25 which de?ne valved passages 26. _ 
The major web material 20 has also applied thereto 

adjacent the edge thereof remote from the minor web 
23 a pull element 71 which is supplied from a supply 
spool 71’ and is applied to the major web material pref 
erably by means of a guide 72 and is suitably bonded 
to the web material 20 by a bonding apparatus 73. 
The web material 20, so modified, is shaped into tu 

bular form around the internal former 70 in a conven 
tional manner. Thereafter, a ?rst ‘side sealing operation 
is performed on the shaped web by a heat-sealer 74 in 
conjunction with a seal preventing blade 75. As is 
clearly shown in FIG. 12, the web material 20 has an 
edge portion 76 which projects outwardly beyond the 
minor web 23. The major web material 20 also has a 
second edge portion 77 which now opposes the edge 
portion 76. Furthermore, the heat-seals 25 do not ex 
tend to the outer edge of the minor web 23 so that the 
minor web 23 also has an edge portion 78 which is free 
and which projects outwardly of the former 70. The 
seal preventing blade 75, which is stationary, is posi 
tionedso that it is received between the edge portions 
76 and'78 and thus will prevent the further sealing of 
the minor web 23 to the major web material 20. 
The side sealer engages the edge portion 77 inwardly 

of the tear element 71 and presses the same against the 
edge portion 78 with the edge portion 78 being backed 
up by the blade 75. The side sealer 74, although it has 
been illustrated as moving toward the blade 75 may 
also be stationary, and serves to bond the edge portion 
77 to the edge portion '78 and thus form a tube 80 (FIG. 
11) which has a continuous side seal on one surface of 
the minor web 23 and a plurlaity of valved passages on 
the opposite side thereof. When the side sealer 74 is 
stationary, it will be of a length no greater than the 
blade 75. 
After the edge portion 74 is bonded to the edge por 

tion 78, the edge portions 76 and 77 pass through a fur 
ther side sealer 81 which, as is clearly shown in FIG. 13, 
is disposed outwardly of the tear element 71 and which 
bonds the edge portions 76 and 77 together outwardly 
of the tear element 71 and independently of the edge 
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portion 78. The side sealing of the tube 80 is now com 
plete. 
Below the lower end of the internal former 70, a 

transverse heat-sealer 82 engages the sealed tube 80, 
?attens the same and provides a transverse seal 83 
thereon. The transverse seals 83 are repeated at regular 
intervals and have centered therebetween the valved 
passages 26. 
At this time it is pointed out that the tube 80 may be 

intermittently advanced between each transverse seal 
ing operation in any conventional manner including the 
utilization of the transverse sealer 82 as the means for 
drawing the sealed tube 80 downwardly. 
After the tube 80 has been closed by a transverse seal 

83, a product is placed within the tube 80 through the 
hollow internal former 70 with the product coming to 
rest in the closed lower end of the tube 80. Thereafter, 
in the next transverse sealing operation, the product is 
entrapped within a compartment of the tube 80 de?ned 
by two vertically adjacent transverse seals 83. The de 
sired container, which is identi?ed by the numeral 84 
is now completed and the resultant package 85 is ready 
to be severed from the tube 80. This is accomplished 
by means of a transverse cutter 86 which severs the 
web material transversely generally along the center of 
a respective transverse seal 83. The completed package 
85 now drops. 
Reference is now made to the formed container 84 

and the package 85 of which it. is a part as is clearly 
shown in FIG. 14. First of all, it will be apparent that 
the major web material 20 now defines two container 
walls 87, 88 which are integrally connected along a 
lower fold line 90 and which have the edges thereof re 
mote from the fold line 90 sealed together by a seal 91 
which has been formed by the side sealer 81. The con 
tainer walls 87, 88 along the cut edges of the web mate 
rial 20 are sealed by the transverse seal 83. The con 
tainer wall 88 is bonded to the minor web portion 23 
by the seals 25 de?ning the valved passage 26 between 
the web portion 23 and the container wall 88. Further, 
the web portion 23 is fully sealed between the trans 
verse seals 83 to the container wall 87 along a seal 92 
formed by the side sealer 74. It is to be noted that the 
seals 91 and 92 are separated from one another and 
that the tear element 71 is disposed in the space there 
between. _ ' 

When the next lower package 85 was cut from the 
web material, the transverse cutter 86 also formed 
notches 93 in the lowermost sealed area 83 adjacent to 
and on opposite sides of the tear element 71. and in 
alignment with the space between the seals 91, 92. The 
package 85 being fully sealed during the handling and 
storage, as well as the dispensing thereof, when it is de 
sired to add the second product to the product pack 
aged within the package 85, it is necessary to open the 
same to gain access to the interior of the container 84 
through the valved passage 26. This is accomplished by 
utilizing the notches 93 and the tear element 71 to tear 
through one of the container walls 87, 88 which are 
sealed together by the seal 91. Access to the interior of 
the container is now available through the valved pas~ 
sage 26. After an initial opening of the package has 
taken place, the necessary second product may be 
added to the product packaged within the container 84 
through the valved passage 26. The two products may 
then be mixed together freely in the manner previously 
described. 
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It is to be understood that the package 85 may be 
_ opened in any desired manner for the purpose of dis 
pensing the mixed products therefrom. If desired, one 

' of the seals 83 may be con?gurated like the seals~28 of 
the-packages 36 and 53. On the other hand, it has been 
found convenient to provide the package 85 immedi 
ately adjacent the fold 90 with a second tear element 
94. The tear element 94 will be dispensed from a spool 
94' and will pass down through the tube 80 in a guide 
passage 95 formed in the external surface of the inter 
nal former 70, as is shown in FIG. 9. During the trans 
verse sealing of the tube 80 by the transverse seals 83, 
the tear element 94 will be sealed to the web material 
at spaced intervals and during the severing of the pack 
ages 85 from the web material, the tear element 94 will 
also be severed. ' 

When the package 85 includes a tear element 94, the 
transverse cutter 86 will also be provided with means 
for providing a second notch 96 in that edge of the 
package which is disposed lowermost at the time of 
separation from the web with the notch 95 being imme 
diately adjacent one end of the tear element 94, 
thereby permitting the ready grasping of the tear ele 
ment 94 and the tearing open of the container 84 for 
the purpose of dispensing the products mixed therein. 

It is to be understood that if it is so desired, the tube 
80 may be sealed in a single side sealing, operation. 
When it is desired to’ do so, prior to the application of 
the minor web 23, seal resistant material 21 applied to 
the web material 20 utilizing suitableapparatus 22 as 

illustrated, or the ‘web material may have incorporated 
"therein release areas 21, as disclosed in FIGS. 1 and 2. 
Thereafter, the .minor web 23 is applied to the major 
web material 20 utilizing the heat-sealer 24 forming 
heatseals 25 between the ‘minor web 23 and the major 
web material 20 and de?ning the valved passages '26. 

After the minor web 23 has been applied to the major 
web material 20 in the manner illustrated in FIG. 15, 
the webs are formed into a tube in the manner illus 
trated in FIG. 11 and thereafter a side sealer’ which is 
preferably of a width to both seal the edges of the web 
material 20 together and to seal that portion of the web 
material 20 initially remote from the web 23 to the web 
23 on the opposite face thereof from the valved pas 
sages 26 with the net result being a sealing such as is ac 
complished by the sealers 74 and 81 and including seals 
corresponding to the seals 91 and 92 of FIG. 14. 

It is also pointed out at this time that if desired, either 
or both of the tear elements 71 and 94 maybe applied 
in the manner illustrated in FIG. 11.v 
Reference is now made to FIG. 16 wherein there is 

illustrated a still further form of package which is gen 
erally identi?ed by the numeral 100. The package 100 
includes a container 101 which includes a pair of con 
tainer walls 102 and 103 integrally connected together 
at the bottom of ‘the container 101 along a fold line 
104. A minor web portion 23 is heat-sealed to the inner 
face of the container wall 102 by heat-sealed areas 25 
de?ning a valved passage 26 in the afore-described 
manner. However, there is a further seal 105 which can 
be a pressure sensitive seal, a heat-seal, or other type 
seal extending transversely across the valved passage 
26 and temporarily sealing the same. It is to be under 
stood that the seal 105 between the container wall 102 
and the web 23 is one which can be readily ruptured 
without rupturing the material of the ‘web '23 of the 
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container wall 102 by pulling the two-apart. The con? 
tainer wall 103 is also secured to the web 23 by a seal 
106. The container 101 is completed along the side by I 
seals 107. 
The package 100 has certain advantages. First of all, 

by having the free edges of the container walls 102,103 
offset, it is easy to separate the two. Once the two con 
tainer walls have been separated and grasped, pulling 
apart of the container walls will result in the rupture of 
the seal 105, thereby opening the valved passage 26 for 
the introduction of a second product into the package 
100. On the other hand, until the seal 105 has been rup 
tured, the package 100 remains completely sealed. 
Another feature of the seal arrangement of the con 

tainer 101 is that since it is not necessary to cut away 
or tear off the upper portions of the container walls 
102, 103, these container walls form an upper exten 
sion of the funnel con?guration of the upper part of the 
valved passage 26. This makes it much easier to place 
the second product within the container 101. 
At this time it is pointed out that no means have been 

illustrated for the purpose of opening the package in 
dispensing the mixed products therefrom; It is to be un 
derstood that the several opening means illustrated in 
FIGS. 6 and 14 may be advantageously utilized. It is 
also pointe out at this time that the container 101 may 
be provided with a fill line indicia of the type illustrated 
.in FIG. 6 and that such ?ll line indicia may equally as 
well be utilized in the other containers of this disclo 
sure. ' 

It is further to be understood that the container 101 
could be formed either in a horizontal manneras shown 
in FIGS. 1 and 2 or a vertical manner as shown in FIG. 
11. - > 

Reference is now made to FIG. 17 wherein there is 
illustrated still another form of means for forming 
packages in accordance with this invention. Although 
in the foregoing descriptions, the. two walls. of- each 
package have been formed from major web mateial in 
the form of a single web, it is also feasible to supply the 
major web material as to individual webs .110, 111, as 
is shown in FIG. 17. A suitable minor web'23 will be 
pattern sealed to one of the webs of the major web ma 
terial in one of the manners described hereinabove, the 
minor web 23 having been illustrated as being secured 
to the web material 110. Thereafter, the two web mate 
rials l 10, 1 11 are brought together on opposite sides of 
a single former, such as the former 70, and the edges 
of the web materials 110, 111 are secured together by 
means of suitable sealers, generally identi?ed by the‘ 
numerals 112 and 113, respectively, the sealer 113 
sealing together the web material 110, 111 along that 
which eventually will be the bottoms of the packages 
and the sealer 112 ?rnctioning in the same manner a 
the sealers 74 and 81 or equivalent sealers. ' 
No further details of the package forming operation 

in accordance with FIG. 17 will be set forth here. It is 
to be understood that the other steps of the package 
forming operation will be identical to those described 
with respect to FIG. 11. 
Although in the several forms of the invention the 

minor web 23 has been illustrated as being disposed 
closely adjacent to either the side edge or the center of - 
the major web material 20, it is to be understood that 
the minor web 23 could be offset a, distance on, the 
order of 1k inch or slightly greater with the seal between 
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the two container walls being narrower than the offset 
so that even when the sealed edge portions are re 
moved, there would be free material of the container 
walls extending above the minor web and the valved 
passage formed between the minor web and one of the 
container walls. These free edge portions of the con 
tainer walls may then be utilized for the opening of the 
valved passage, and at the same time would form an ex‘ 
tension of the ?lling funnel portion of the valved pas~ 
sage so as to facilitate the introduction of a second 
product thereinto. Further, when these free edge por 
tions or flaps are suf?ciently wide, if it is desired to re 
seal the package after the second product has been in 
serted therein through the valved passage, this may be 
readily accomplished by means of heated dies or the 
like. 

It is also particularly pointed out here that the spe 
ci?c package construction illustrated in the drawings 
may be formed from a major web which has only’one 
surface thereof heat-scalable together. By having the 
outside surface of the web material 20 of a material 
that is not heat-scalable, transfer of plastic material 
from the web material to the heated sealing dies is elim-v 
inated. This eliminates a problem which frequently oc 
curs in the forming of packages of the type to which 
this invention relates. ' 

It is also to be understood that the major web mate 
rial 20 may be supplied as two separate web materials 
in the embodiments of FIGS. 1, 2, 9 and 15 in the same 
manner as that generally shown with respect to FIG. 
17. 
Although several preferred embodiments of package 

and method of forming the same have been speci?cally 
illustrated and described herein, it is to be understood 
that other minor variations’ may be made therein with 
out departing from the spirit and scope of the inven 
tion, as de?ned by the appended claims. 

I claim: 
1. A method of forming a package with a valved pas 

sage having two inner surfaces, said package having 
two walls joined by four transverse closures adjacent 
four ends thereof respectively and an accessible pack 
age entrance to said valved passage adjacent one end, 
said method comprising the steps of providing major 
web material successively supplying two wall portions 
to form said two outer walls respectively, providing a 
minor web to form in part said valved passage, repeat 
edly sealing successive portions of said minor web to 
said successive portions of only one of said two wall 
portions to de?ne therebetween said two inner surfaces 
of said valved passage with said valved passage being 
produced in plurality, superimposing said two wall por 
tions with respective valved passages and said minor 
web portions disposed therebetween to relatively posi 
tion said two outer walls, advancing said superimposed 
wall portions past multiple sealing stations, sealing said 
superimposed wall portions together with two trans 
verse package closure seals on opposite sides of each 
of said valved passages and generally perpendicular to 
the direction of said advancement, placing a product 
between said outer walls and sealing the other of said 
two wall portions to the minor web portion. 

2. The method of claim 1 wherein the product is 
placed within said package through one of said ends 
prior to placing the respective one of said four closures. 
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3. The method of claim 1 wherein said major web 

material comprises two separate major webs advancing 
simultaneously with each of said separate webs provid 
ing a different one of said two wall portions, sealing 
said two separate webs to one another along adjacent 
edges thereof to form one of said four transverse clo 
sures, and the other three transverse closures are also 
seals. 

4. The method of claim 1 wherein said major web 
material comprises a single major web folded longitudi 
nally with each of said two wall portions disposed on 
separate sides of said fold and opposite to each other, 
and one of said four transverse closures is said fold. 

5. The method of claim 4 wherein a tear string is posi 
tioned along said fold for facilitating the opening of 
said package. 

6. The method of claim 4 wherein said transverse 
package closure seals are formed prior to the sealing of 
said other package wall to the minor web portion, and 
‘the product is placed within said package through the 
space between said other package wall and the minor 
web portion prior to the forming of said seal therebe 
tween. 

7. The method of claim 6 wherein in the formation 
of said package said major web moves‘in a generally‘ 
horizontal direction, and during the ?lling of said pack 
age said package walls are generally upstanding with 
said valved passage being at the upper end of said pack 
age. - 

8. The method of claim 3 wherein in the formation 
of said package said major web material moves in a 
generally horizontal direction, and during the ?lling of 
said package said package walls are generally upstand 
mg. 

9. The method of claim 1 wherein during the sealing 
of the other of said two wall portions to the minor web 
portion the valved passage is prevented from receiving 
a permanent closure by ruptureable means to facilitate 
accessibility thereto. ' 

10. The method of claim 4 wherein said minor web 
portions are sealed to said single major web adjacent a 
median line thereof. 

1 l. The method of claim 10 wherein in the formation 
of said package said single major web moves in a gener 
ally horizontal direction, and during the ?lling of said 
package said package walls are generally upstanding 
with said valved passage being at the lower end of said 
package and the upper end of said package being open 
for the reception of the product. 

12. The method of claim 4 wherein said sealing of the 
other wall portion to the minor web portion is prior to 
the placement of said two transverse seals whereby said 
single major web is formed into a tube, and the product 
is placed in each package after the forming of one of 
said transverse seals and prior to the forming of the 
other of of said transverse seals. 

13. The method of claim 4 wherein prior to placing 
said two transverse package closure seals said single 
major web is passed around an upstanding former and 
shaped into tubular form thereabout and sealed into a 
tube. 

14. A method of forming a package with a valved 
passage having two inner surfaces, said package having 
two outer walls joined by four transverse closures adja 
cent four ends thereof respectively and having an ac 
cessible package entrance to said valved passage also 
adjacent one of said ends, said method comprising the 
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steps of providing a major web material successively 
supplying two wall portions to form said two outer walls 
respectively, providing a minor web to form in part said 
valved passage, repeatedly sealing successive portions 
of said minor web to said successive portions of only 
one of said two wall'portions to de?ne therebetween 
said two inner surfaces of said valved passage with said 
valved passage being produced in plurality, superim 
posing said two wall portions with respective valved 
passages and said minor web portions disposed thereb 
tween to relatively position said two outer walls, ad 
vancing said superimposed wall portions past multiple 
sealing stations, sealing said superimposed wall-por 
tions together with two transverse package closure 
seals on opposite sides of each of said valved passages 
and generally perpendicular to the direction of said ad- . 
vancement, placing a transverse closure seal adjacent 
one of said package ends to join'the other of said two 
wall portions to the minor web portion, and placing a 
product within said packagethrough one of said ends, 
and thereafter forming ‘the respective one of said trans‘ - 
verse closures. . 

15. The method of claim 14 wherein said major web 
material comprises two separate major webs advancing 
simultaneously with each of said separate'webs provid 
ing a different one of said two wall portions, sealing 
said two separate webs to one another along adjacent 
edges thereof to form one of said four transverse clo 
sures, and the other three transverse closures are also 
seals. > - ' 

16. The method of claim 1 wherein said major web 
material comprises a single major web folded longitudi 
nally with each of said two wall portions disposed on 
separate sides of said fold and opposite to each other, 
and one of said four transverse closures is said fold. 

17. The method of claim 16 wherein said transverse 
package closure seals are formed prior to‘ the sealing of 
said other package wall to the minor web portion, and 
the product isvplaced within said package through the 
space between said other package wall and the minor 
web portion prior to the forming of said seal therebe 
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tween. . 

18. The method of claim 17 wherein the formation of 
said package said major web moves in a generally hori 
zontal direction, and during the ?lling of said package 
said package walls are generally upstanding with said 
valved passage being at the upper end of said package. 

19. The method of claim 15 wherein in the formation 
of said package said major web material moves in a 
generally horizontal direction, and during the ?lling of 
said package said package walls are generally upstand 
ing. ' . 

20. The method of claim '14 wherein during the seal 
ing of the other of said’ two wall portions to the minor 
web portion the valved passage is prevented from re 
ceiving a permanent closure by rupturable means to fa 
cilitate accessibility thereto. 
21. The method of claim 16 wherein said minor web 

portions are sealed to said single major web adjacent a 
median line thereof. 

22. The method of claim 21 wherein in the formation 
ofsaid package said single major web moves in a gener 
aly horizontal‘ direction, and during the ?lling of said 
package said package walls are generally upstanding 
with said valved passage being at the lower end of said 
package and the upper end of said package being open 
forv the reception of the product. 

23. The method of claim 16 wherein said sealing of 
the other wall portion to the minor web portion is prior 
to the placement of said two transverse seals whereby 
said single'major web is formed into a tube, and the 
product is placed in each package after the forming of - 
one of said transverse seals and prior to the forming of 
the other of said transverse seals. 

24. The method of claim 16 wherein prior to placing 
said two transverse package closure seals said single 
major web is passed around an upstanding former and 
shaped into tubular form thereabout and sealed into a 
tube. 

* * * * * 


