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Description

[0001] The invention relates to a method of operating
a packaging machine intended to process a sheet pack-
aging material in order to produce a sealed package for
products, particularly pourable food products. More in
detail, the method according to the invention makes it
possible to change the shape and size of packages that
can be produced on the packaging machine.
[0002] As is known, many liquid or pourable food prod-
ucts, such as fruit juice, UHT (ultra-high-temperature
treated) milk, wine, tomato sauce, etc., are sold in pack-
ages made of sterilized packaging material.
[0003] A typical example is the parallelepiped-shaped
package for liquid or pourable food products known as
Tetra Brik Aseptic (registered trademark), which is made
by folding and sealing laminated strip packaging material.
The packaging material has a multilayer structure com-
prising a base layer, e.g. of paper, covered on both sides
with layers of heat-sealable plastic material, e.g. polyeth-
ylene. In the case of aseptic packages for long-storage
products, such as UHT milk, the packaging material also
comprises a layer of oxygen-barrier material, e.g. an alu-
minium foil, which is superimposed on a layer of heat-
sealable plastic material, and is in turn covered with an-
other layer of heat-sealable plastic material forming the
inner face of the package eventually contacting the food
product.
[0004] The package is produced starting from a basic
unit of packaging material, which is normally conformed
as a portion of a web of packaging material advanced
through the packaging machine along an advancement
direction.
[0005] The basic unit of packaging material used to
form a package has usually a rectangular shape with two
main dimensions, namely a major dimension or width
and a minor dimension or length. The advancement di-
rection along which the sheet packaging material is ad-
vanced on the packaging machine is normally parallel to
the length of the basic unit.
[0006] The web of packaging material is sterilized on
the packaging machine, and subsequently maintained in
a closed, sterile environment. In this environment, oppo-
site longitudinal borders of the sheet packaging material
are sealed together to form a continuous tube, which is
filled with a sterilized or sterile-processed food product.
[0007] Known packaging machines comprise two
chain conveyors defining respective endless paths, each
of which supports a plurality of jaws. The two paths com-
prise respective branches substantially facing and par-
allel to each other, and between which the tube of pack-
aging material is fed. The jaws on one conveyor cooper-
ate, along the facing branches of the respective paths,
with corresponding jaws on the other conveyor to grip
the tube and advance the latter along an advancement
direction.
[0008] On other known packaging machines, the jaws
- instead of being supported by opposite chain conveyors

- can be supported by other kinds of driving devices, for
example two shafts that move the jaws forwards and
backwards.
[0009] Each pair of cooperating jaws is provided with
a sealing device for sealing the tube along a transverse
sealing band arranged transversely to the advancement
direction. Each pair of cooperating jaws is further provid-
ed with a cutting device for cutting the tube through the
transverse sealing band. Preliminary packaging units,
each of which is completely sealed and filled with the
required amount of product, can thus be separated from
the tube.
[0010] The preliminary packaging units formed by the
jaws have a shape that is different from the final shape
of the finished package. The finished package is given
its final shape in a folding unit provided downstream of
the jaws.
[0011] However, the jaws exert a forming action on the
preliminary packaging unit by starting to fold the sheet
packaging material along a plurality of creases, some of
which are arranged along the advancement direction, i.e.
are parallel to the length of the sheet packaging material.
To this end, each jaw is provided with a half shell hinged
or connected thereto. Two facing half shells mutually co-
operate to surround the tube of packaging material as
pairs of opposite jaws seal the latter. Each half shell is
provided with a concave forming surface intended to in-
teract with the packaging material.
[0012] Thus, the cross-section of the preliminary pack-
aging unit formed by the jaws is quite similar to the cross-
section of the finished package.
[0013] Alternatively, the packaging material may be cut
into blanks, which are formed into packages on forming
spindles, and the packages are then filled with the food
product and sealed. In this case, the basic unit from which
the package is produced is configured as a precut blank.
[0014] Although the parallelepiped-shaped package
that has been mentioned above is one of the most com-
mon sealed packages for containing food products, other
kind of package shapes can also be produced. In partic-
ular, packages provided with so-called design elements
are known. These packages may comprise at least one
longitudinal border zone that, instead of being rectilinear,
has a three-dimensional shape defined for example by
two non-straight crease lines extending between respec-
tive common end points.
[0015] Producers of packaged products normally ap-
preciate being capable of manufacturing differently
shaped packages on the same machine. This allows the
producers to offer more flexibility to their customers, as
well as to vary, within a certain range, the quantity of
product that may be contained within a single package.
This is due to the fact that differently shaped packages
have different internal volumes and hence are capable
of containing different quantities of product.
[0016] On known packaging machines, if it is desired
to change the shape and hence the volume of the pack-
age to be formed, a different kind of sheet packaging
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material needs to be used, having a basic unit with a
length and a width that are different from the length and
width of the basic unit of the previously used sheet pack-
aging material. Hence, the pitch between two consecu-
tive advancement devices intended to advance the sheet
packaging material and/or the preliminary packaging unit
on the packaging machine needs to be modified. In par-
ticular, there is the need to modify the pitch between con-
secutive pairs of jaws that advance the sheet packaging
material and form the preliminary packaging units there-
from.
[0017] This operation is quite complicated and time
consuming, since also the driving devices that move the
jaws need to be replaced. Hence, changing the shape of
the package to be produced requires the packaging ma-
chine to be stopped for long periods, with consequent
loss in productivity.
[0018] In some old machines, changing the pitch of the
jaws and/or other advancement devices is not even pos-
sible. Hence, only one kind of package can be produced
on these machines.
[0019] EP1101700 discloses form and seal unit for pro-
ducing aseptic sealed packages from a tube of packaging
material filled with a pourable food product; the unit hav-
ing a fixed structure, and two forming assemblies inter-
acting alternately and cyclically with the tube of packing
material, and in turn having respective pairs of jaws mov-
able between an open position and a closed position in
which the jaws grip the tube of packaging material be-
tween respective sealing members, and respective form-
ing flaps having respective half-shell forming portions
which surround the tube of packaging material to deter-
mine the shape and volume of the packages; the closing
movement of the forming flaps about the tube of pack-
aging material is controlled by cams carried by the form-
ing flaps and interacting with rollers fixed to the structure
of the unit.
[0020] An object of the invention is to improve known
methods for producing packages for products, particu-
larly pourable food products.
[0021] A further object is to increase flexibility of ma-
chines for producing packages for products, by modifying
the shapes and hence the volume of the packages that
these machines are capable of producing.
[0022] Another object is to simplify the adjusting oper-
ations that need to be performed in order to allow a pack-
aging machine to start producing a package different
from the previously produced one.
[0023] Another object is to allow packages having dif-
ferent shapes and hence volumes to be produced also
on old packaging machines.
[0024] According to the invention, there is provided a
method of operating a machine for producing sealed
packages for products according to the appended claim
1.
[0025] The method according to the invention ensures
that the packaging machine is capable of producing pack-
ages according to at least two different conformations,

which may differ for example in the shape of the package
and hence in the volume of product that each package
may contain. The range of sealed packages that can be
offered by a producer of packaged products is therefore
widened.
[0026] Furthermore, since two different package con-
formations can be obtained from respective basic units
having the same width and length, there is no need to
change the pitch of the advancement devices intended
to advance the sheet packaging materials on the pack-
aging machine. For example, in packaging machines in
which the sheet packaging material is advanced by pairs
of jaws, which also cut and transversely seal the sheet
packaging material, there is no need to change the pitch
between consecutive pairs of jaws.
[0027] This greatly simplifies the operations that need
to be carried out in order to change the configuration of
the packaging machine, so that a machine, which was
previously producing a certain kind of package, can be
made capable of producing a different kind of package
in a relatively short time, e.g. a few hours.
[0028] The time periods in which the machine needs
to be stopped in order to make it capable of producing a
package having a different conformation are thus signif-
icantly reduced.
[0029] Furthermore, the conformation of the packages
to be produced can be changed also on old machines,
which do not allow the pitch between consecutive pairs
of jaws or other advancement devices to be modified.
[0030] In an embodiment, the package according to
the first conformation has at least a first end cross-sec-
tion, the package according to the second conformation
having at least a second end cross-section, the first end
cross-section and the second end cross-section having
the same width and depth.
[0031] This further reduces the number of operations
that need to be carried out in order to change the config-
uration of the packaging machine, so that the latter, which
was previously producing packages according to the first
conformation, becomes capable of producing packages
according to the second conformation. In particular, since
the width and depth of at least one end cross-section of
the package remain unchanged, the number of compo-
nents of the packaging machine that need to be replaced
can be further decreased. Consequently, also the time
needed to change the configuration of the machine is
strongly reduced.
[0032] In an embodiment, the package according to
the first conformation has at least a first longitudinal bor-
der zone and the package according to the second con-
formation has at least a second longitudinal border zone,
the first longitudinal border zone and the second longi-
tudinal border zone having respective shapes that differ
from each other.
[0033] By changing the shape of at least one longitu-
dinal border zone, the shape of the package according
to the first conformation can be made different from the
shape of the package according to the second confor-
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mation, and the respective internal volumes thereof can
be modified. Hence, flexibility of the packaging machine
can be increased.
[0034] The invention will be better understood and car-
ried out with reference to the enclosed drawings, which
show some exemplifying and non limiting embodiments
thereof, wherein:

Figure 1 is a plan view showing a basic unit for form-
ing a package according to a first conformation;
Figure 2 is a plan view showing a basic unit for form-
ing a package according to a second conformation;
Figure 3 is a schematic perspective view showing
the package according to the first conformation;
Figure 4 is a schematic perspective view showing
the package according to the second conformation;
Figure 5 is a schematic perspective view showing a
step of obtaining a sealed preliminary packaging
unit;
Figure 6 is a schematic perspective view showing a
step of forming a package from the sealed prelimi-
nary packaging unit.

[0035] Figure 1 shows a sheet packaging material 1
for producing a package 2 according to a first conforma-
tion as shown in Figure 3. The package 2 is a sealed
package particularly suitable for containing a product, for
example a pourable food product.
[0036] The sheet packaging material 1 may be config-
ured as a basic unit 3 that can be used to produce the
package 2.
[0037] The basic unit 3 may be a precut blank, or a
portion of a web of packaging material comprising a suc-
cession of basic units.
[0038] If the basic unit 3 is a precut blank, the basic
unit 3 is folded on a folding spindle, is filled with the food
product, and is sealed at the top to form the package.
[0039] If the basic unit 3 is a portion of a web of pack-
aging material, this web, which comprises a succession
of basic units 3, is:

- folded to form a vertical tube and longitudinally
sealed;

- filled continuously with the food product; and
- sealed transversely and cut into sealed preliminary

packaging units, which are then folded to form re-
spective packages.

[0040] The sheet packaging material 1 has a multilayer
structure comprising a base layer, e.g. of paper, for stiff-
ness, and a number of lamination layers covering both
sides of the base layer.
[0041] For example, the lamination layers may com-
prise a first layer of oxygen-barrier material, e.g. an alu-
minum foil, and a number of second layers of heat-seal-
able plastic material covering both sides of both the base
layer and the first layer. In other words, such solution
comprises, in succession and from the side eventually

forming the inside of a package, a layer of heat-sealable
plastic material, a layer of barrier material, another layer
of heat-sealable plastic material, the base layer, and an-
other layer of heat-sealable plastic material.
[0042] The inner layer of heat-sealable plastic material
contacting the food product, in use, may, for example,
be made of strong, in particular, high-stretch, metal-
locene-catalyzed, low-linear-density (LLD) polyethylene.
[0043] Normally, the layers of heat-sealable plastic
material are laminated on the base layer in a melted state,
with successive cooling.
[0044] As a possible alternative, at least the inner lay-
ers of plastic material may be provided as prefabricated
films, which are then laminated on the base layer.
[0045] The basic unit 3 has a crease pattern 20, com-
prising a number of crease lines defining respective fold
lines, along which the sheet packaging material 1 is fold-
ed to form a finished package.
[0046] The basic unit 3 has a quadrilateral shape, par-
ticularly a rectangular or square shape. The basic unit 3
is delimited by a first transverse border 21 and by a sec-
ond transverse border 22, which are parallel to one an-
other and bound opposite sides of the basic unit 3. The
basic unit 3 is further delimited by a first longitudinal bor-
der 23 and by a second longitudinal border 24, which are
parallel to one another and bound opposite sides of the
basic unit 3. The first transverse border 21 and the sec-
ond transverse border 22 are each interposed between
the first longitudinal border 23 and the second longitudi-
nal border 24. The first transverse border 21 and the sec-
ond transverse border 22 extend transversely, in partic-
ular perpendicularly, to the first longitudinal border 23
and to the second longitudinal border 24.
[0047] The adjectives "transverse" and "longitudinal"
are used in this context to indicate whether the line or
border at issue will be arranged in a transverse direction
or respectively in a longitudinal direction in the finished
package.
[0048] The basic unit 3 has a first dimension or length
L and a second dimension or width W. In the example
shown, the width W is the linear dimension of the first
transverse border 21 and of the second transverse bor-
der 22, whereas the length L is the linear dimension of
the first longitudinal border 23 and of the second longi-
tudinal border 24.
[0049] If the basic unit 3 is a portion of a continuous
web of packaging material, the latter is intended to be
advanced on a packaging machine along an advance-
ment direction F1 that is parallel to the length L.
[0050] The crease pattern 20 comprises a first trans-
verse crease line or top transverse crease line 4, intended
to form a plurality of top edges 40, 41, 42, 43 of the pack-
age 2. The top transverse crease line 4 is parallel to the
first transverse border 21 and to the second transverse
border 22 of the basic unit 3.
[0051] The crease pattern 20 comprises a further top
transverse crease line 5, which is parallel to the top trans-
verse crease line 4. The further top transverse crease
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line 5 is closer to the first transverse border 21 than the
top transverse crease line 4. The further top transverse
crease line 5 is intended to allow a top transverse sealing
band 44 of the package 2 to be folded.
[0052] The crease pattern 20 further comprises a sec-
ond transverse crease line or bottom transverse crease
line 6, intended to form a plurality of bottom edges of the
package 2, only two of which are shown in Figure 3 and
are indicated by numbers 60, 63.
[0053] The bottom transverse crease line 6 is parallel
to the top transverse crease line 4, as well as to the first
transverse border 21 and to the second transverse bor-
der 22 of the basic unit 3.
[0054] A further bottom transverse crease line 7, which
is parallel to the bottom transverse crease line 6, is also
provided. The further bottom transverse crease line 7 is
intended to allow a bottom transverse sealing band of
the package 2 to be folded.
[0055] The adjectives "top" and "bottom" are used in
this context to indicate whether the line at issue will be
arranged in a top region or respectively in a bottom region
of the finished package.
[0056] In the example shown, the top transverse
crease line 4, the further top transverse crease line 5,
the bottom transverse crease line 6 and the further bot-
tom transverse crease line 7 are each configured as a
straight crease line. However, the transverse crease lines
4, 5, 6, 7 may also have shapes that are different from
those shown in Figure 1. For example, the top transverse
crease line 4 may be conformed as a sequence of straight
segments that are tilted relative to each other. In this
case, a package having a slanted top wall can be ob-
tained.
[0057] The crease pattern 20 comprises a plurality of
further crease lines that may include:

- a longitudinal crease line 8;
- a first longitudinal crease line 9;
- a second longitudinal crease line 10;
- a further longitudinal crease line 11.

[0058] In the example shown, the longitudinal crease
line 8, the first longitudinal crease line 9, the second lon-
gitudinal crease line 10 and the further longitudinal
crease line 11 are parallel to one another.
[0059] The longitudinal crease line 8, the first longitu-
dinal crease line 9, the second longitudinal crease line
10 and the further longitudinal crease line 11 are ar-
ranged transversely, in particular perpendicularly, to the
top transverse crease line 4 and to the bottom transverse
crease line 6.
[0060] The longitudinal crease line 8, the first longitu-
dinal crease line 9, the second longitudinal crease line
10 and the further longitudinal crease line 11 extend con-
tinuously from the further bottom transverse crease line
7 to the further top transverse crease line 5.
[0061] The first longitudinal crease line 9 and the sec-
ond longitudinal crease line 10 are adjacent to one an-

other and are interposed between the longitudinal crease
line 8 and the further longitudinal crease line 11.
[0062] The longitudinal crease line 8, the first longitu-
dinal crease line 9, the second longitudinal crease line
10 and the further longitudinal crease line 11 are intended
to form a plurality of longitudinal edges of the package
2, only three of which are shown in Figure 3 and are
indicated by numbers 51, 52, 53.
[0063] The longitudinal crease line 8, the first longitu-
dinal crease line 9, the second longitudinal crease line
10 and the further longitudinal crease line 11 intersect
the top transverse crease line 4 respectively at points
P1, P2, P3, P4. The longitudinal crease line 8, the first
longitudinal crease line 9, the second longitudinal crease
line 10 and the further longitudinal crease line 11 intersect
the bottom transverse crease line 6 respectively at points
Q1, Q2, Q3, Q4.
[0064] The crease pattern 20 further comprises:

- a first oblique crease line 12 and a second oblique
crease line 13 that, respectively from points P1, P2
converge in a common point C1 on the further top
crease line 5;

- a further first oblique crease line 14 and a further
second oblique crease line 15 that, respectively from
points P3, P4 converge in a common point C2 on
the further top crease line 5;

- a first tilted crease line 16 and a second tilted crease
line 17 that, respectively from points Q1, Q2 con-
verge in a common point C3 on the further bottom
crease line 7;

- a further first tilted crease line 18 and a further sec-
ond tilted crease line 19 that, respectively from points
Q3, Q4 converge in a common point C4 on the further
bottom crease line 7.

[0065] The first oblique crease line 12 and the second
oblique crease line 13 are intended to define, together
with a portion of the top transverse crease line 4 inter-
posed between points P1, P2, a flat, substantially trian-
gular lateral top flap of packaging material. Similarly, the
further first oblique crease line 14 and the further second
oblique crease line 15 are intended to define, together
with a portion of the top transverse crease line 4 inter-
posed between points P3, P4, a flat, substantially trian-
gular further lateral top flap 27 of packaging material. The
lateral top flap and the further lateral top flap 27 are in-
tended to be folded coplanar with and respectively onto
opposite side walls of the package 2.
[0066] The first tilted crease line 16 and the second
tilted crease line 17 are intended to define, together with
a portion of the bottom transverse crease line 6 inter-
posed between points Q1, Q2, a flat, substantially trian-
gular bottom flap of packaging material. Similarly, the
further first tilted crease line 18 and the further second
tilted crease line 19 are intended to define, together with
a portion of the bottom transverse crease line 6 inter-
posed between points Q3, Q4, a flat, substantially trian-
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gular further bottom flap of packaging material. The tri-
angular bottom flap and the further triangular bottom flap
are intended to be folded coplanar with and respectively
onto opposite regions of a bottom wall of the package 2.
[0067] As shown in Figure 3, the package 2 according
to the first conformation, which is obtained from the basic
unit 3, comprises a top wall 45, delimited by the top edges
40, 41, 42, 43.
[0068] The package 2 further comprises a bottom wall
46, opposite the top wall 45 and delimited by four bottom
edges, only two of which (60, 63) are visible in Figure 3.
In the example shown, the top wall 45 is parallel to the
bottom wall 46. However, this condition is not essential.
[0069] The package 2 further comprises a front wall
47, interposed between the top wall 45 and the bottom
wall 46. The front wall 47 is delimited by the bottom edge
60, the top edge 40 and the longitudinal edges 51, 52.
[0070] A back wall 48 is further provided, opposite the
front wall 47. The back wall 48 is delimited by the top
edge 42, a bottom edge that is not visible in Figure 3, the
longitudinal edge 53 and a further longitudinal edge that
is not visible in Figure 3.
[0071] In the example shown, the front wall 47 and the
back wall 48 are parallel to one another.
[0072] The package 2 further comprises a side wall 49,
interposed between the front wall 47 and the back wall
48. The side wall 49 is delimited by the longitudinal edge
51, the top edge 41, a bottom edge and a further longi-
tudinal edge that are not visible in Figure 3. The side wall
49 may be perpendicular to the front wall 47 and to the
back wall 48.
[0073] The package 2 comprises a further side wall 50,
opposite the side wall 49, delimited by two longitudinal
edges 52, 53, the top edge 43 and the bottom edge 63.
[0074] The further side wall 50 is interposed between
the front wall 47 and the back wall 48. In the example
shown, the further side wall 50 is parallel to the side wall
49 and hence perpendicular to the front wall 47 and to
the back wall 48.
[0075] The package 2 according to the first conforma-
tion further comprises a top transverse sealing band 44
that extends across the top wall 45, between opposite
top edges 41, 43.
[0076] A similar bottom transverse sealing band, which
is not shown in Figure 3, extends across the bottom wall
46, between opposite lower edges.
[0077] The top transverse sealing band 44 divides the
top wall 45 into a first wall portion 25 and a second wall
portion 26. The first wall portion 25, which is adjacent to
the front wall 47 and bounded by the top edge 40, defines
an area on which a reclosable opening device may be
applied. The opening device, which is not shown, may
be made of a plastic material.
[0078] The opening device is applied to the package
2 by conventional fastening systems, such as adhesives,
or by microflame, electric-current-induction, ultrasound,
laser, or other heat-sealing techniques. The opening de-
vice may also be directly moulded on the sheet packaging

material 1.
[0079] The second wall portion 26, which is adjacent
to the back wall 48 and bounded by the top edge 42,
comprises, in a center region thereof, an end portion of
a flat longitudinal sealing band 28 of package 2.
[0080] More specifically, the longitudinal sealing band
28 extends perpendicularly between the top transverse
sealing band 44 and the bottom transverse sealing band,
and substantially along the centerline of the back wall 48.
[0081] The top transverse sealing band 44 extends be-
yond the top wall 45 into respective flat, substantially tri-
angular lateral top flaps 27 (only one of which is shown
in Figure 3) of packaging material folded coplanar with
and respectively onto the side wall 49 and the further
side wall 50.
[0082] The top transverse sealing band 44 also forms,
lengthwise, a rectangular flat top tab 29 projecting from
portions 25, 26 and from lateral top flaps 27 and folded
onto the second wall portion 26 along a bend line formed
at the base of top tab 29.
[0083] Similarly, the bottom transverse sealing band
divides the bottom wall 46 into two wall portions, one of
which is adjacent to the back wall 48 and comprises, in
a central region thereof, an end portion of the longitudinal
sealing band 28.
[0084] The bottom transverse sealing band comprises
a main portion and a pair of end portions, which are ar-
ranged on opposite lateral sides of the main portion. The
main portion is folded onto the bottom wall 46 while the
end portions form two respective flat, substantially trian-
gular lateral bottom flaps of packaging material folded
over the main portion.
[0085] In conclusion, the package 2 according to the
first conformation has a substantially parallelepiped
shape.
[0086] The package 2 has three main dimensions,
namely a height H, a width W1 and a depth D1.
[0087] The height H, in the example shown, is the dis-
tance between the bottom wall 46 and the top wall 45.
[0088] The height H is also equal to the distance be-
tween the top transverse crease line 4 and the bottom
transverse crease line 6 on the sheet packaging material
1.
[0089] The width W1, in the example shown, is the dis-
tance between the side wall 49 and the further side wall
50. The width W1 is also equal to the distance between
the first longitudinal crease line 9 and the second longi-
tudinal crease line 10 on the sheet packaging material 1.
[0090] The depth D1, in the example shown, is the dis-
tance between the front wall 47 and the back wall 48.
The depth D1 is also equal to the distance between the
longitudinal crease line 8 and the first longitudinal crease
line 9 (or between the second longitudinal crease line 10
and the further crease line 11, which is the same).
[0091] Since the package 2 has a substantially con-
stant cross-section along its height H, the width W1 and
the depth D1 are substantially constant in any cross-sec-
tion taken perpendicularly to the longitudinal edges 51,
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52, 53.
[0092] Figure 2 shows a sheet packaging material 101
that can be used to produce a package 102 according to
a second conformation, i.e. a package 102 of the kind
shown in Figure 4.
[0093] The sheet packaging material 101 is configured
as a basic unit 103 that can be used to produce the pack-
age 102. The basic unit 103 may be a precut blank, or a
portion of a web of packaging material comprising a suc-
cession of basic units.
[0094] Like the basic unit 3 shown in Figure 1, the basic
unit 103 has a quadrilateral shape, particularly a rectan-
gular or square shape.
[0095] In other words, the basic units 3, 103 have the
same shape.
[0096] The basic unit 103 has a first dimension or
length L and a second dimension or width W. The length
L and the width W of the basic unit 103 are the same as
the length L and the width W of the basic unit 3. In other
words, the basic unit 3 and the basic unit 103 have the
same overall dimensions. If the basic unit 3 were laid
over the basic unit 103, the two basic units would com-
pletely overlap, as far as their outer dimensions are con-
cerned. The parts of the basic unit 103 that are common
to the basic unit 3 will be indicated by the same reference
numbers that have been used in Figure 1 and will not be
described in detail herebelow.
[0097] The basic unit 103 differs from the basic unit 3
due to its crease pattern 120, which is not identical to the
crease pattern 20 of the basic unit 3.
[0098] The crease pattern 120 differs from the crease
pattern 20 mainly because it comprises, in place of the
first longitudinal crease line 9, a pair of longitudinal crease
lines including a first crease line 90 and a second crease
line 91.
[0099] The first crease line 90 and the second crease
line 91 may be concave crease lines, with respective con-
cavities facing each other.
[0100] The first crease line 90 comprises a succession
of two straight segments, namely a first straight segment
71 and a further first straight segment 72, which intersect
in a point A. Similarly, the second crease line 91 com-
prises a succession of two straight segments, namely a
second straight segment 73 and a further second straight
segment 74, which intersect in a point B.
[0101] The first straight segment 71 and the second
straight segment 73 both originate in point P2 and diverge
towards points A and B respectively.
[0102] The further first straight segment 72 and the fur-
ther second straight segment 74 both originate in point
Q2 and diverge from point Q2 towards points A and B
respectively.
[0103] The first crease line 90 and the second crease
line 91 can be symmetrical relative to a straight line con-
necting points P2 and Q2.
[0104] The distance between the top transverse
crease line 4 and points A and B is less than the distance
between the bottom transverse crease line 6 and points

A and B.
[0105] The basic unit 103 further comprises, in place
of the second longitudinal crease line 10, a pair of further
longitudinal crease lines including a further first crease
line 92 and a further second crease line 93.
[0106] The further first crease line 92 comprises a suc-
cession of two straight segments 75, 76 that intersect in
a point C. Similarly, the further second crease line 93
comprises a succession of two further straight segments
77, 78 that intersect in a point D. The segments 76, 78
diverge from point Q3 respectively towards points C and
D. The segments 75, 77 diverge from point P3 towards
points C and D.
[0107] The further first crease line 92 and the further
second crease line 93 may have the same shape and
dimensions as the first crease line 90 and the second
crease line 91 respectively.
[0108] By folding the basic unit 103 along the crease
lines of the crease pattern 120, it is possible to obtain a
package according to a second conformation, namely
the package 102 shown in Figure 4.
[0109] The parts of the package 102 that are common
to the package 2 will be indicated by the same reference
numbers that have been used in Figure 3 and will not be
described in detail herebelow.
[0110] The package 102 differs from the package 2
mainly because it comprises, in place of the straight lon-
gitudinal edges 51, 52, respective longitudinal border
zones that are not shaped as sharp, rectilinear edges.
[0111] In particular, the package 102 comprises, in
place of the straight longitudinal edges 51, 52, respec-
tively a first corner panel 81 and a second corner panel
82.
[0112] The first corner panel 81 is interposed between
a front wall 147 and a side wall 149 of the package 102.
The first corner panel 81 is delimited by a first border 83,
adjacent to the side wall 149, and by a second border
84, adjacent to the front wall 147.
[0113] The first border 83 is obtained by folding the
basic unit 103 along the first crease line 90, whereas the
second border 84 is obtained by folding the basic unit
103 along the second crease line 91. Hence, the first
corner panel 81 corresponds to the region interposed
between the first crease line 90 and the second crease
line 91 of the basic unit 103.
[0114] The second corner panel 82 is interposed be-
tween the front wall 147 and a further side wall 150 of
the package 102. The second corner panel 82 is delimited
by a further first border 85, adjacent to the further side
wall 150, and by a further second border 86, adjacent to
the front wall 147.
[0115] The further first border 85 is obtained by folding
the basic unit 103 along the further second crease line
93, whereas the further second border 86 is obtained by
folding the basic unit 103 along the further first crease
line 92. Hence, the second corner panel 82 corresponds
to the region interposed between the further first crease
line 92 and the further second crease line 93 of the basic
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unit 103.
[0116] The package 102 further comprises a back wall
48, interposed between the side wall 149 and the further
side wall 150, which remains unchanged with respect to
the package 2. Also the top wall 45 and the bottom wall
46 remain unchanged.
[0117] The first border 83 and the second border 84
each extend between two vertexes V1, V2 respectively
of the top wall 45 and of the bottom wall 46. Vertex V1
corresponds to point P2 on the basic unit 103, whereas
vertex V2 corresponds to point Q2 on the basic unit 103.
[0118] Each one of the further first border 85 and the
further second border 86 extends between two vertexes
V3, V4 respectively of the top wall 45 and of the bottom
wall 46. Vertexes V3, V4 respectively correspond to
points P3, Q3 on the basic unit 103.
[0119] The package 102 has a height H that, in the
example shown, is the distance between the top edge
42 and the corresponding bottom edge delimiting the
back wall 48.
[0120] The height H of the package 102 is equal to the
distance between the top transverse crease line 4 and
the bottom transverse crease line 6 on the basic unit 103.
[0121] The first corner panel 81 and the second corner
panel 82 have a linear dimension, measured parallelly
to the bottom wall 46, which varies along the height H of
the package 102. This is due to the fact that the distance
between the first border 83 and the second border 84
varies from the vertex V1 to the vertex V2. Similarly, the
distance between the further first border 85 and the fur-
ther second border 86 varies from vertex V3 to vertex V4.
[0122] Hence, the cross-section of the package 102
according to the second conformation does not have a
rectangular or square shape. The cross-section of the
package 102 varies along the height H and has generally
the shape of a six-sided polygon. However, the bottom
wall 46 has a quadrilateral, particularly rectangular,
shape. More in detail, the bottom wall 46 has a width W1
and a depth D1.
[0123] The width W1, in the example shown, is the dis-
tance between the bottom edges that delimit the side wall
149 and the further side wall 150 respectively.
[0124] Since, in the example shown, the top wall 45
has the same shape and dimensions as the bottom wall
46, the top wall 45 and the bottom wall 46 have the same
width W1.
[0125] The width W1 is also equal to the distance be-
tween points Q2 and Q3 (or P2 and P3) on the basic unit
103.
[0126] The depth D1, in the example shown, is the dis-
tance between the bottom edges that delimit the front
wall 147 and the back wall 48. Since the top wall 45 has
the same shape and dimensions as the bottom wall 46,
the width W1 is also equal to the distance between the
top edges that delimit the front wall 147 and the back wall
48.
[0127] The depth D1 is also equal to the distance be-
tween points P1 and P2 (or Q1 and Q2, or P3 and P4,

or Q3 and Q4) on the basic unit 103.
[0128] Hence, at least one end cross-section of the
package 102 according to the second conformation,
namely the bottom wall 45 (and, in the example shown,
also the top wall 46) has the same width W1 and the
same depth D1 as the width W1 and the depth D1 of the
package 2 according to the first conformation.
[0129] Packages 2 and 102 are obtained from respec-
tive sheet materials 1, 101 comprising basic units 3, 103
having the same length L and the same width W. If it is
desired to switch production between packages 2 and
102, the folding devices used to fold the packaging ma-
terial along the crease lines thereof on the packaging
machine need to be changed. However, there is no need
to change the advancement devices that advance the
packaging material along the packaging machine, be-
cause the length L or pitch does not change. Hence, the
modifications that need to be made on the packaging
machine are limited.
[0130] The replacements and adjustments that need
to be carried out on the packaging machine in order to
change the conformation of the produced package are
further decreased because the packages 2, 102 (pro-
duced from respective basic units 3, 103 having the same
overall dimensions) have the same width W1 and the
same depth D1, at least in one end cross-section of the
package. This simplifies the operations to be carried out
in order to change the configuration of the packaging
machine.
[0131] Owing to the different conformation of the pack-
ages 2, 102, flexibility in the shape of the finished pack-
age can be achieved. Furthermore, the volume defined
by the package 2 according to the first conformation dif-
fers from that defined by the package 102 according to
the second conformation. This is due to the differences
between the cross-section of the packages 2 and 102
along the height H.
[0132] Packages 2 and 102 can therefore be used to
contain respective different quantities of products.
[0133] Although, in the embodiment disclosed with ref-
erence to Figures 1 to 4, the crease pattern 20 of the
package 2 according to the first conformation and the
crease pattern 120 of the package 102 according to the
second conformation differ from each other only for the
crease lines intended to form two adjacent longitudinal
border zones of the respective packages, alternative em-
bodiments could be provided in which the crease patterns
20, 120 differ from each other for the crease lines intend-
ed to define only one, or more than two, longitudinal bor-
der zones of the finished package.
[0134] Furthermore, the crease lines of the crease pat-
terns 20 and 120 could also have a shape that is different
from the shape shown in Figures 1 and 2. For example,
the crease lines 90, 91 and/or 92, 93 could have a curved
shape.
[0135] Finally, the crease lines of the crease pattern
20 and/or of the crease pattern 120 intended to define a
first longitudinal border zone of the finished package may
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have a shape that is different from the shape of the crease
lines of the crease pattern 20 and/or of the crease pattern
120 intended to define a second longitudinal border zone
of the same finished package.
[0136] The package 2 according to the first conforma-
tion and the package 102 according to the second con-
formation may be produced on a packaging machine of
the known type, which processes a web of sheet pack-
aging material comprising a succession of basic units 3,
103. The web of sheet packaging material is advanced
along an advancement direction, sealed longitudinally to
form a continuous tube, sealed transversely to the ad-
vancement direction and cut so as to obtain from the tube
respective preliminary sealed packaging units that have
already been filled with the product. The sheet packaging
material may be advanced by pairs of gripping jaws that,
while transversely sealing and cutting the packaging ma-
terial, also fold the latter along the crease lines of the
crease patterns 20 or 120, particularly along the crease
lines interposed between the top transverse crease line
4 and the bottom transverse crease line 6, in order to
obtain the sealed preliminary packaging units. The final
shape of the package will then be defined in a subsequent
forming section.
[0137] In an alternative embodiment, the package 102
according to the second conformation may be produced
by a method whose main steps are shown in Figures 5
and 6. The method is also applicable to the package 2
according to the first conformation or to other packages,
particularly having a different shape of at least one lon-
gitudinal border zone.
[0138] A web of sheet packaging material, comprising
a sequence of a plurality of basic units 103, is advanced
along an advancement direction F1 for example by an
advancement device that is not shown. The advance-
ment device may comprise at least two pairs of gripping
jaws that move synchronously along the advancement
direction F1, supported by a driving chain or any other
kind of driving device.
[0139] The web of sheet packaging material is sealed
longitudinally, i.e. parallel to the advancement direction
F1, in order to form a tube that is open at opposite ends
thereof. To this end, the first longitudinal border 23 of the
sheet packaging material 101 is laid over an overlapping
band 30 adjacent to the second longitudinal border 24.
The first longitudinal border 23 is then sealed to the over-
lapping band 30 by any suitable sealing technique.
[0140] The tube thus formed is further processed in
order to obtain therefrom a sealed preliminary packaging
unit 200 as shown in Figure 5. The sealed preliminary
packaging unit 200 is obtained by sealing the tube along
a first transverse sealing band 203 and along a second
transverse sealing band 204 that may be parallel to each
other. The first transverse sealing band 203 and the sec-
ond transverse sealing band 204 are arranged trans-
versely, particular perpendicularly, to a longitudinal seal-
ing band that has been created by sealing the sheet pack-
aging material 101 along the overlapping band 30.

[0141] The first transverse sealing band 203 and the
second transverse sealing band 204 extend transverse-
ly, particular perpendicularly, to the advancement direc-
tion F1.
[0142] The first transverse sealing band 203 may be
intended to form the top transverse sealing band 44 of
the package 102. Similarly, the second transverse seal-
ing band 204 may be intended to form the bottom trans-
verse sealing band of the package 102.
[0143] The first transverse sealing band 203 is created
when the sheet packaging material 101 is sealed in a
region interposed between the further top transverse
crease line 5 and the first transverse border 21. The sec-
ond transverse sealing band 204 is created when the
sheet packaging material 101 is sealed in a region inter-
posed between the further bottom transverse crease line
7 and the second transverse border 22.
[0144] While the tube is being processed to obtain the
sealed preliminary packaging unit 200 therefrom, and be-
fore completely sealing the sheet packaging material 101
along the second transverse sealing band 204, the prod-
uct is introduced inside the tube, for example by means
of known filling devices.
[0145] The sealed preliminary packaging unit 200 is
delimited, transversely to the advancement direction F1,
by a first transverse cutting line 201 and by a second
transverse cutting line 202, which may be parallel to one
another. More in detail, the first transverse cutting line
201 delimits the first transverse sealing band 203, where-
as the second transverse cutting line 202 delimits the
second transverse sealing band 204.
[0146] The first transverse cutting line 201 corre-
sponds to the first transverse border 21 of the basic unit
103, whereas the second transverse cutting line 202 cor-
responds to the second transverse border 22 of the basic
unit 103.
[0147] The first transverse cutting line 201 and the sec-
ond transverse cutting line 202 may be obtained by any
suitable cutting device that follows the sheet packaging
material 101 as the latter advances along the advance-
ment direction F1. For example, two pairs of jaws can be
provided, particularly a first pair of jaws acting in an end
region of the sealed preliminary packaging unit 200 near
the first transverse cutting line 201 and a second pair of
jaws acting in a further end region of the sealed prelim-
inary packaging unit 200 near the second transverse cut-
ting line 202. The first pair of jaws and the second pair
of jaws each comprise a pair of opposite jaws that are
movable between a disengagement position and a grip-
ping position. In the gripping position, the sheet packag-
ing material 101 is firmly gripped between the jaws of a
pair, so that the sheet packaging material 101 may be
advanced by the gripping jaws along the advancement
direction F1. In the disengagement position, the gripping
jaws are distanced from one another and do not interact
with the sheet packaging material.
[0148] Each pair of gripping jaws may be provided with
a sealing element and with a cutting element for respec-
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tively forming either the first transverse sealing band 203
and the second transverse sealing band 204, and cutting
the sheet packaging material 101 along either the first
transverse cutting line 201 or the second transverse cut-
ting line 202.
[0149] The sealed preliminary packaging unit 200 fur-
ther comprises a first end region 206 located near the
first transverse sealing band 203, so that the latter is in-
terposed between the first transverse cutting line 201 and
the first end region 206. The first end region 206 is in-
tended to form an end wall of the package 102, for ex-
ample the top wall 45 thereof.
[0150] The first end region 206 is provided with a first
lateral protrusion 208 and a further first lateral protrusion
209 that project from opposite zones of the first end re-
gion 206. The first lateral protrusion 208 and the further
first lateral protrusion 209 are intended to form two trian-
gular lateral flaps of the package 102, for example the
lateral top flaps 27.
[0151] The sealed preliminary packaging unit 200 fur-
ther comprises a second end region 207 opposite the
first end region 206. The second end region 207 is located
near the second transverse sealing band 204, so that the
latter is interposed between the second transverse cut-
ting line 202 and the second end region 207. The second
end region 207 is intended to form a further end wall of
the package 102, for example the bottom wall 46 thereof.
[0152] The second end region 207 is provided with a
second lateral protrusion 210 and a further second lateral
protrusion 211 that project from opposite zones of the
second end region 207. The second lateral protrusion
210 and the further second lateral protrusion 211 are
intended to form two triangular lateral flaps of the pack-
age 102, for example the lateral bottom flaps.
[0153] Between the first end region 206 and the second
end region 207 a central portion 205 is interposed. The
central portion 205 is intended to form the portion of the
package 102 that is arranged between the bottom wall
46 and the top wall 45. The central portion 205 has a
substantially constant cross-section.
[0154] Figure 5 shows the sealed preliminary packag-
ing unit 200 after the latter has interacted with the gripping
jaws or other advancement devices. At this stage, the
sheet packaging material 101 has been folded along the
top transverse crease line 4 and the further top transverse
crease line 5, so as to define the first end region 206.
[0155] Furthermore, the sheet packaging material 101
has been folded along the first oblique crease line 12,
the second oblique crease line 13, the further first oblique
crease line 14 and the further second oblique crease line
15, thereby defining the first lateral protrusion 208 and
the further first lateral protrusion 209.
[0156] Similarly, the sheet packaging material 101 has
been folded along the bottom transverse crease line 6,
the further bottom transverse crease line 7, the first tilted
crease line 16, the second tilted crease line 17, the further
first tilted crease line 18 and the further second tilted
crease line 19.

[0157] However, the sealed preliminary packaging unit
200 has been obtained by processing the sheet packag-
ing material 101 without folding the latter along the lon-
gitudinal crease line 8, the first crease line 90, the second
crease line 91, the further first crease line 92, the further
second crease line 93 and the further crease line 11. In
other words, the sealed preliminary packaging unit 200
is obtained without folding the sheet packaging material
101 along the crease lines interposed between the bot-
tom transverse crease line 6 and the top transverse
crease line 4 and extending transversely to these two
transverse crease lines. In the example shown in Figure
2, this means that the sealed preliminary packaging unit
200 is obtained without folding the sheet packaging ma-
terial 101 along the crease lines joining the top transverse
crease line 4 and the bottom transverse crease line 6.
[0158] In other words, the sealed preliminary packag-
ing unit 200 is obtained by a mechanical arrangement
that does not comprise components specifically intended
to act on the sheet packaging material 101 in order to
fold the latter along the crease lines 8, 90, 91, 92, 93, 11.
The above mentioned mechanical arrangement is con-
figured to give the central portion 205 a cross-sectional
shape that is different from the cross-sectional shape of
the finished package 102.
[0159] In particular, the sealed preliminary packaging
unit 200, near the crease lines 8, 90, 91, 92, 93, 11, is
delimited by respective rounded longitudinal areas.
These rounded longitudinal areas are different from the
clearly defined edges that are usually obtained when fold-
ing a sheet packaging material along a crease line.
[0160] The mechanical arrangement intended to ob-
tain the sealed preliminary packaging unit 200 is config-
ured to seal and cut the sheet packaging material 101,
so that a preset volume is defined inside the sealed pre-
liminary packaging unit 200. This preset volume may be
defined by squeezing to a certain extent the central por-
tion 205 before completely sealing the sealed preliminary
packaging unit 200. In order to squeeze the central por-
tion 205, the mechanical arrangement acting on the latter
is configured to contact the sheet packaging material
101, without however exerting a folding action on the
crease lines 8, 90, 91, 92, 93, 11. For example, a pair of
concave squeezing elements may be provided, which
encircle the central portion 205. These concave squeez-
ing elements may have a cross-section delimited for ex-
ample by a rounded or curved profile. The squeezing
elements, when interacting with the central portion 205,
define a passage having a cross-section that is different
from the cross-section of the finished package 200.
[0161] The mechanical arrangement that forms the
sealed preliminary packaging unit 200 may therefore be
considered as a volume defining arrangement.
[0162] The mechanical arrangement that forms the
sealed preliminary packaging unit 200 is furthermore
configured to fill the latter with a desired quantity of prod-
uct, which is introduced inside the tube of sheet packag-
ing material 101 before completely sealing the sealed
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preliminary packaging unit 200.
[0163] Downstream of the volume defining arrange-
ment, there is provided a forming arrangement for form-
ing the sheet packaging material 101 of the sealed pre-
liminary packaging unit 200, in order to obtain from the
latter a finished package 102. Figure 6 shows the pack-
age a few moments before the latter is given its final
conformation.
[0164] The sheet packaging material 101 defining the
sealed preliminary packaging unit 200 is folded along the
longitudinal crease line 8 and the further longitudinal
crease line 11, as well as along the first crease line 90,
the second crease line 91, the further first crease line 92
and the further second crease line 93. Thus, the back
wall 48, the side wall 149, the first corner panel 81, the
front wall 147, the second corner panel 82 and the further
side wall 150 are obtained.
[0165] In other words, the shape of the cross-section
of the central portion 205 is modified so as to give the
latter the shape of the cross-section of the finished pack-
age 102.
[0166] The forming arrangement also acts on the first
end region 206 and on the second end region 207 of the
sealed preliminary packaging unit 200, although these
two end regions had already been partially formed by the
volume defining arrangement.
[0167] In particular, the sheet packaging material 101
is folded more strongly along the top transverse crease
line 4 and along the bottom transverse crease line 6, so
as to originate a well-defined top wall 45 and bottom wall
46.
[0168] The first transverse sealing band 203 and the
second transverse sealing band 204 are folded around
the further top transverse crease line 5 and the further
bottom transverse crease line 7 respectively, so as to be
superimposed to the top wall 45 and to the bottom wall
46 respectively.
[0169] The first lateral protrusion 208 and the further
first lateral protrusion 209 are further folded so as to be-
come superimposed to the side wall 149 and to the further
side wall 150.
[0170] Similarly, the second lateral protrusion 210 and
the further second lateral protrusion 211 are further fold-
ed, until they become superimposed to the bottom wall
46.
[0171] A finished package 102 is thus obtained.
[0172] By providing a sealed preliminary packaging
unit 200 that is obtained without folding the correspond-
ing sheet packaging material 101 along the crease lines
interposed between the top transverse crease line 4 and
the bottom transverse crease line 6, stress on the sheet
packaging material 101 is decreased. This is due to the
fact that, along the crease lines interposed between the
top transverse crease line 4 and the bottom transverse
crease line 6, the sheet packaging material 101 is folded
only once, namely by the forming arrangement.
[0173] Furthermore, the same volume defining ar-
rangement may be used to produce packages having

different shapes and consequently different volumes,
thereby increasing flexibility of the packaging machine.

Claims

1. A method of operating a machine for producing
sealed packages for a product, wherein the packag-
es (2; 102) are produced by advancing a sheet pack-
aging material (1; 101) along an advancement direc-
tion (F1), sealing the sheet packaging material (1;
101) longitudinally to form a continuous tube, sealing
and cutting the tube transversely to the advancement
direction (F1) as to obtain from the tube respective
preliminary sealed packaging units (200) filled with
the product, the method comprising the step of
changing the configuration of the machine so that
the machine, which was producing a package (2)
having a first conformation, becomes capable of pro-
ducing a package (102) having a second conforma-
tion, the first conformation being different from the
second conformation, the package (2) having the
first conformation is produced from a first sheet pack-
aging material (1) comprising a first basic unit (3)
having a length (L) and a width (W), characterized
in that the package (102) having the second confor-
mation is produced from a second sheet packaging
material (101) comprising a second basic unit (103)
having a length (L) and a width (W) respectively
equal to the length (L) and width (W) of the first basic
unit (3), the first basic unit (3) and the second basic
unit (103) having respective crease patterns (20;
120) that differ from each other.

2. A method according to claim 1, wherein the package
(2) having the first conformation has a shape that is
different from the shape of the package (102) having
the second conformation.

3. A method according to claim 1 or 2, wherein the pack-
age (2) having the first conformation has a volume
that is different from the volume of the package (102)
having the second conformation.

4. A method according to any preceding claim, wherein
the package (2) having the first conformation has at
least a first end cross-section, the package (102)
having the second conformation having at least a
second end cross-section, the first end cross-section
and the second end cross-section being perpendic-
ular to a main dimension of the corresponding pack-
age (2, 102), the first end cross-section and the sec-
ond end cross-section having the same linear dimen-
sions (W1, D1).

5. A method according to any preceding claim, wherein
the package (2) having the first conformation has at
least a first longitudinal border zone and the package
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(102) having the second conformation has at least
a second longitudinal border zone, the first longitu-
dinal border zone and the second longitudinal border
zones having respective shapes that differ from each
other.

6. A method according to claim 5, wherein the first lon-
gitudinal border zone comprises a straight longitudi-
nal edge (51; 52; 53).

7. A method according to claim 5, or 6, wherein the
second longitudinal border zone comprises a corner
panel (81; 82) interposed between a side wall (149;
150) and a front wall (147) of the package (102) hav-
ing the second conformation.

8. A method according to claim 7, wherein the corner
panel (81; 82) is delimited by two borders (83, 84;
85, 86) obtained by folding the second basic unit
(103) respectively along two crease lines (90, 91;
92, 93) that extend between common points (P2, Q2;
P3, Q3).

9. A method according to claim 8, wherein said two
crease lines (90, 91; 92, 93) each have a concave
shape, with respective concavities facing one anoth-
er.

10. A method according to claim 8 or 9, wherein each
one of said two crease lines (90, 91; 92, 93) is se-
lected from a group comprising: a curved crease line,
a crease line defined by a sequence of at least two
straight crease segments, a combination of a curved
crease line and a straight crease segment.

11. A method according to any preceding claim, wherein
the advancement direction (F1) is parallel to the
length (L) of the first basic unit (3) or of the second
basic unit (103).

12. A method according to any preceding claim, wherein
the first sheet packaging material (1) or the second
sheet packaging material (101) are advanced along
the advancement direction (F1) by at least a pair of
gripping jaws.

Patentansprüche

1. Verfahren zum Betrieb einer Maschine zur Herstel-
lung von versiegelten Verpackungen für ein Produkt,
wobei die Verpackungen (2; 102) hergestellt wer-
den, indem ein bahnförmiges Verpackungsmaterial
(1; 101) in einer Vorschubrichtung (F1) vorwärts be-
wegt wird, das bahnförmige Verpackungsmaterial
(1; 101) in Längsrichtung versiegelt wird, um eine
durchgehende Röhre auszubilden, die Röhre in ei-
ner quer zu der Vorschubrichtung (F1) verlaufenden

Richtung versiegelt und geschnitten wird, um aus
der Röhre entsprechende versiegelte Vorverpa-
ckungseinheiten (200), die mit dem Produkt befüllt
sind, zu erhalten, wobei das Verfahren den Schritt
des Änderns der Auslegung der Maschine umfasst,
so dass die Maschine, die eine Verpackung (2) mit
einer ersten Ausgestaltung hergestellt hat, in die La-
ge versetzt wird, eine Verpackung (102) mit einer
zweiten Ausgestaltung herzustellen, wobei sich die
erste Ausgestaltung von der zweiten Ausgestaltung
unterscheidet, wobei die Verpackung (2) mit der ers-
ten Ausgestaltung aus einem ersten bahnförmigen
Verpackungsmaterial (1) hergestellt wird, das eine
erste Basiseinheit (3) mit einer Länge (L) und einer
Breite (W) umfasst, dadurch gekennzeichnet,
dass die Verpackung (102) mit der zweiten Ausge-
staltung aus einem zweiten bahnförmigen Verpa-
ckungsmaterial (101) hergestellt wird, das eine zwei-
te Basiseinheit (103) mit einer Länge (L) und einer
Breite (W), die jeweils gleich der Länge (L) und der
Breite (W) der ersten Basiseinheit (3) sind, umfasst,
wobei die erste Basiseinheit (3) und die zweite Ba-
siseinheit (103) jeweils Faltmuster (20; 120) aufwei-
sen, die sich voneinander unterscheiden.

2. Verfahren nach Anspruch 1, wobei die Verpackung
(2) mit der ersten Ausgestaltung eine Form aufweist,
die sich von der Form der Verpackung (102) mit der
zweiten Ausgestaltung unterscheidet.

3. Verfahren nach Anspruch 1 oder 2, wobei die Ver-
packung (2) mit der ersten Ausgestaltung ein Volu-
men aufweist, das sich von dem Volumen der Ver-
packung (102) mit der zweiten Ausgestaltung unter-
scheidet.

4. Verfahren nach einem der vorhergehenden Ansprü-
che, wobei die Verpackung (2) mit der ersten Aus-
gestaltung wenigstens einen ersten Endquerschnitt
aufweist, wobei die Verpackung (102) mit der zwei-
ten Ausgestaltung wenigstens einen zweiten End-
querschnitt aufweist, wobei der erste Endquerschnitt
und der zweite Endquerschnitt rechtwinklig zu einer
Hauptabmessung der entsprechenden Verpackung
(2, 102) sind, wobei der erste Endquerschnitt und
der zweite Endquerschnitt die gleichen linearen Ab-
messungen (W1, D1) aufweisen.

5. Verfahren nach einem der vorhergehenden Ansprü-
che, wobei die Verpackung (2) mit der ersten Aus-
gestaltung wenigstens einen ersten längs verlaufen-
den Randbereich aufweist und die Verpackung (102)
mit der zweiten Ausgestaltung wenigstens einen
zweiten längs verlaufenden Randbereich aufweist,
wobei der erste längs verlaufende Randbereich und
der zweite längs verlaufende Randbereich jeweilige
Formen aufweisen, die sich voneinander unterschei-
den.
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6. Verfahren nach Anspruch 5, wobei der erste längs
verlaufende Randbereich einen geraden Längsrand
(51; 52; 53) umfasst.

7. Verfahren nach Anspruch 5 oder 6, wobei der zweite
längs verlaufende Randbereich eine Eckfläche (81;
82) umfasst, die zwischen einer Seitenwand (149;
150) und einer Vorderwand (147) der Verpackung
(102) mit der zweiten Ausgestaltung angeordnet ist.

8. Verfahren nach Anspruch 7, wobei die Eckfläche
(81; 82) durch zwei Ränder (83, 84; 85, 86) begrenz
ist, die erhalten werden, indem die zweite Basisein-
heit (103) jeweils entlang zweier Faltlinien (90, 91;
92, 93) gefaltet werden, die sich zwischen gemein-
samen Punkten (P2, Q2; P3, Q3) erstrecken.

9. Verfahren nach Anspruch 8, wobei die zwei Faltlinien
(90, 91; 92, 93) jeweils eine konkave Form aufwei-
sen, wobei entsprechende Innenwölbungen einan-
der zugewandt sind.

10. Verfahren nach Anspruch 8 oder 9, wobei jede der
zwei Faltlinien (90, 91; 92, 93) aus einer Gruppe aus-
gewählt ist, die eine gekrümmte Faltlinie, eine durch
eine Abfolge von wenigstens zwei geraden Faltseg-
menten festgelegte Faltlinie, eine Kombination aus
einer gekrümmten Faltlinie und einer geraden Falt-
linie umfasst.

11. Verfahren nach einem der vorhergehenden Ansprü-
che, wobei die Vorschubrichtung (F1) parallel zu der
Länge (L) der ersten Basiseinheit (3) oder der zwei-
ten Basiseinheit (103) verläuft.

12. Verfahren nach einem der vorhergehenden Ansprü-
che, wobei das erste bahnförmige Verpackungsma-
terial (1) oder das zweite bahnförmige Verpackungs-
material (101) durch wenigstens ein Paar von
Klemmbacken in der Vorschubrichtung (F1) vor-
wärts bewegt werden.

Revendications

1. Procédé de fonctionnement d’une machine destinée
à produire des emballages scellés pour un produit,
dans lequel les emballages (2; 102) sont produits
par les étapes consistant à : faire avancer un maté-
riau d’emballage en feuille (1; 101) le long d’une di-
rection d’avancement (F1); sceller le matériau d’em-
ballage en feuille (1; 101) longitudinalement pour for-
mer un tube continu; sceller et couper le tube trans-
versalement à la direction d’avancement (F1) afin
d’obtenir à partir du tube des unités d’emballage
scellées préliminaires respectives (200) remplies du
produit, le procédé comprenant l’étape consistant à
changer la configuration de la machine de sorte que

la machine, qui produisait un emballage (2) ayant
une première conformation, devienne capable de
produire un emballage (102) ayant une seconde con-
formation, la première conformation étant différente
de la seconde conformation, l’emballage (2) ayant
la première conformation est produit à partir d’un pre-
mier matériau d’emballage en feuille (1) comprenant
une première unité de base (3) ayant une longueur
(L) et une largeur (W), caractérisé en ce que l’em-
ballage (102) ayant la seconde conformation est pro-
duit à partir d’un second matériau d’emballage en
feuille (101) comprenant une seconde unité de base
(103) ayant une longueur (L) et une largeur (W) res-
pectivement égale à la longueur (L) et à la largeur
(W) de la première unité de base (3), la première
unité de base (3) et la seconde unité de base (103)
ayant des motifs de pli respectifs (20; 120) qui diffè-
rent les uns des autres.

2. Procédé selon la revendication 1, dans lequel l’em-
ballage (2) ayant la première conformation a une for-
me qui est différente de la forme de l’emballage (102)
ayant la seconde conformation.

3. Procédé selon la revendication 1 ou 2, dans lequel
l’emballage (2) ayant la première conformation a un
volume qui est différent du volume de l’emballage
(102) ayant la seconde conformation.

4. Procédé selon l’une quelconque des revendications
précédentes, dans lequel l’emballage (2) ayant la
première conformation a au moins une première sec-
tion transversale d’extrémité, l’emballage (102)
ayant la seconde conformation ayant au moins une
seconde section transversale d’extrémité, la premiè-
re section transversale d’extrémité et la seconde
section transversale d’extrémité étant perpendicu-
laires à une dimension principale de l’emballage cor-
respondant (2, 102), la première section transversa-
le d’extrémité et la seconde section transversale
d’extrémité ayant les mêmes dimensions linéaires
(W1, D1).

5. Procédé selon l’une quelconque des revendications
précédentes, dans lequel l’emballage (2) ayant la
première conformation a au moins une première zo-
ne de bordure longitudinale et l’emballage (102)
ayant la seconde conformation a au moins une se-
conde zone de bordure longitudinale, la première
zone de bordure longitudinale et la seconde zone de
bordure longitudinale ayant des formes respectives
qui diffèrent l’une de l’autre.

6. Procédé selon la revendication 5, dans lequel la pre-
mière zone de bordure longitudinale comprend un
bord longitudinal droit (51; 52; 53).

7. Procédé selon la revendication 5 ou 6, dans lequel
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la seconde zone de bordure longitudinale comprend
un panneau d’angle (81; 82) interposé entre une pa-
roi latérale (149; 150) et une paroi avant (147) de
l’emballage (102) ayant la seconde conformation.

8. Procédé selon la revendication 7, dans lequel le pan-
neau d’angle (81 ;82) est délimité par deux bordures
(83, 84; 85, 86) obtenues en pliant la seconde unité
de base (103) respectivement le long de deux lignes
de pli (90, 91; 92, 93) qui s’étendent entre des points
communs (P2, Q2; P3, Q3).

9. Procédé selon la revendication 8, dans lequel lesdi-
tes deux lignes de pli (90, 91; 92, 93) ont chacune
une forme concave, avec des concavités respecti-
ves se faisant face.

10. Procédé selon la revendication 8 ou 9, dans lequel
chacune desdites deux lignes de pli (90, 91; 92, 93)
est choisie dans un groupe comprenant : une ligne
de pli courbe, une ligne de pli définie par une sé-
quence d’au moins deux segments de pli droits, une
combinaison d’une ligne de pli courbe et d’un seg-
ment de pli droit.

11. Procédé selon l’une quelconque des revendications
précédentes, dans lequel la direction d’avancement
(F1) est parallèle à la longueur (L) de la première
unité de base (3) ou de la seconde unité de base
(103).

12. Procédé selon l’une quelconque des revendications
précédentes, dans lequel le premier matériau d’em-
ballage en feuille (1) ou le second matériau d’em-
ballage en feuille (101) sont avancés dans la direc-
tion d’avancement (F1) par au moins une paire de
mâchoires de préhension.
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