EP 2 592 017 B1

(19)

(12)

(45)

(21)

(22)

Europdisches
Patentamt

European

Patent Office

Office européen
des brevets

(11) EP 2 592 017 B1

EUROPEAN PATENT SPECIFICATION

Date of publication and mention
of the grant of the patent:
16.09.2015 Bulletin 2015/38
Application number: 12191661.3

Date of filing: 07.11.2012

(51)

Int Cl.:
B65D 75/50 (2006-01)
B65B 61/18(2006:01)

B65D 33/25 (20060
B65B 9/20 (207207

(54)

Resealable tetrahedral packaging

Wiederversiegelbare tetraedrische Verpackung

Emballage tétraédrique refermable

(84)

(30)

(43)

(73)

Designated Contracting States:
AL AT BE BG CH CY CZDE DKEE ES FIFRGB
GRHRHUIEISITLILTLULVMC MKMT NL NO
PL PT RO RS SE SI SK SM TR

Priority: 08.11.2011 IT TO20111026

Date of publication of application:
15.05.2013 Bulletin 2013/20

Proprietors:

SOREMARTEC S.A.

2632 Findel (LU)

Designated Contracting States:

AL ATBEBG CH CY CZDK EE ES FI FR GB GR
HRHUIEISLILT LULV MC MKMT NL NO PL PT
RO RS SE SI SK SM TR

Ferrero S.p.A.

12051 Alba (Cuneo) (IT)

Designated Contracting States:

IT

FERRERO OFFENE HANDELSGESELLSCHAFT
m.b.H.

35260 Stadtallendorf (DE)

Designated Contracting States:

DE

(72)

(74)

(56)

Inventor: Guglielmino, Anna Maria
1-12051 ALBA (Cuneo) (IT)

Representative: Rambelli, Paolo et al
Jacobacci & Partners S.p.A.

Corso Emilia 8

10152 Torino (IT)

References cited:
EP-A1- 2 399 845
US-A- 3791 570

GB-A- 865 475
US-A1- 2002 069 615

Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been

paid.

(Art. 99(1) European Patent Convention).

Printed by Jouve, 75001 PARIS (FR)



1 EP 2 592 017 B1 2

Description

[0001] The present invention relates to a packaging
formed by a wrapping with a generally tetrahedral form,
in particular made using a flexible sheet-like material.
[0002] Tetrahedral containers, originally devised and
marketed by TetraPak®, are widely used for the sterile
packaging of food products; the most common tetrahe-
dral containers are made using a plasticized cardboard
suitable for use with food products and able to be opened
for dispensing of the product contained therein by means
of a cardboard cutting operation. Also known are tetra-
hedral packages which can be opened by means of man-
ual ripping or tearing of an opening tongue.

[0003] Thedocuments US2002/069615,US 3791570
and GB 865 475 disclose various tetrahedral containers.
Another tetrahedral container is known from EP 2 399
845, which falls under Article 54(3) EPC.

[0004] The object of the invention is to provide a pack-
aging of the abovementioned kind which is intended in
particular for packaging solid products, such as confec-
tionery products and the like, which is suitable for her-
metic packaging up to the moment of initial opening and
which, following opening thereof by the consumer for re-
moval of part of the articles contained therein, is able to
be closed again by the consumer, so as to keep the ar-
ticles still contained inside the packagingin a sealed con-
tainment volume.

[0005] Another object of the invention is to provide a
packaging of the abovementioned type, which can be
easily opened by the consumer and which may also be
made by means of simple and low-cost operating steps
suitable for industrial packaging.

[0006] In view of these objects the invention relates to
a packaging having the characteristic features defined in
the claims below.

[0007] The invention also relates to a method for the
production of the abovementioned packaging.

[0008] Further characteristic features of the packaging
according to the invention and the method for the pro-
duction thereof will become clear from the detailed de-
scription which follows, provided with reference to the
accompanying drawings which are provided by way of a
non-limiting example and in which:

- Figs. 1 to 4 are plan views which show the articles
being made during temporally consecutive steps of
a method for the production of the packaging;

- Fig. 5is a perspective view of an article made during
a method step following the step of Fig. 4;

- Fig. 6 is a perspective view of the final packaging
obtained following the step of Fig. 5; and

- Fig. 7 is a perspective view of the packaging of Fig.
6, rotated through 180°.

[0009] The packaging according to the invention in its
currently preferred embodiment shown in Figs. 6 and 7
essentially consists of a wrapping 2 of flexible material,
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delimited by generally triangular walls which, for the sake
of clarity of illustration, are defined in the continuation of
the present description as base wall 10 (bottom wall of
the packaging in the position shown in Figs. 6 and 7) and
side walls 4, 6 and 8.

[0010] The walls define an essentially tetrahedral con-
tainment volume inside which products destined for con-
sumption and generally solid in nature, such as loose
confectionery products, may be stored.

[0011] The aforementioned wrapping is preferably
formed by a sheet of flexible material fed from a reel,
such as a flexible plastic film or laminate formed by two
or more combined films, for example of plastic, paper
and/or aluminium material; the material used may be in
particular a material suitable for contact with foodstuffs
and may comprise a film with properties suitable for act-
ing as an oxygen barrier.

[0012] In general, however, the material consists of a
flexible film suitable for heat or ultrasound welding, or a
flexible film material which has a heat-sealable lining in
at least the regions which, as described below, are in-
tended to be welded together.

[0013] The embodiment according to Figs. 6 and 7
shows the generally tetrahedral form of the packaging
together with the sharp-edge boundary lines 52, 54, 55
and 57 between the side walls and the base wall; it is
understood that this illustration is purely indicative for the
purposes of showing more clearly the layout of the walls
of the wrapping.

[0014] Since in fact the material in question is flexible,
the boundary regions between adjacent walls will gener-
ally be rounded regions. ltis also possible, however, de-
pending on the material used, such as the use of a com-
bined plastic/aluminium material, for there to be sharp
edges delimiting the individual walls.

[0015] According to the invention the packaging is
characterized in that it comprises mutual engagement
means which are associated with the common sides of
a first pair of adjacent walls and are designed to disen-
gageably interconnect said walls in order to allow open-
ing and closing of the containment volume; moreover the
common sides of the other pair of adjacent walls, namely
the adjacent walls different from those forming the first
pair, are connected together by means of a region where
overlapped end edges of the walls of the aforementioned
other pair are welded together.

[0016] In particular, with reference to the illustrations
shown in Figs. 6 and 7, the base wall 10 and the side
wall 4, which are adjacent to each other along the com-
mon side 12, are connected or in any case may be con-
nected together by means of mutual engagement means
14a, 14b associated with the sides of the walls 4 and 10,
respectively, directed towards the inside of the contain-
ment volume.

[0017] The aforementioned engagement means are
for example of the type known as pressure closing or "zip
lock" means; these engagement means are formed by
elongated elements of plastic material which are fixed to
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the walls 4 and 10 by means of gluing or welding and
have matching forms which are preferably continuous,
for example a groove and a respective rib, suitable for
form-fitting together.

[0018] Overlapped end edges 17 and 19 of the walls
4 and 10 are further connected togetherin an end welding
region 16 situated at a distance from the engagement
means 14a and 14b. This welding region is formed by a
plurality of parallel welding lines which are spaced from
each other by non-welded interspaces which may extend
as far as the edge 20 of the packaging which, in the ex-
ample, is shown with a toothed profile, but which obvi-
ously could have any other configuration.

[0019] In order to facilitate opening of the packaging,
tear invitation means are provided, such as an incision
18a or a pair of incisions 18a and 18b, in the region of
the wrapping included between the engagement means
and the edge 20. The aforementioned incisions prefera-
bly have a V-shaped configuration with the vertex of the
incision formed preferably in a non-welded interspace
between a preferably continuous welding line, closest to
the mutual engagement means 14a and 14b, and a weld-
ing line adjacent thereto.

[0020] In this way, the region of the walls 4 and 10
included between the mutual engagement means and
the tear produced by the incisions is in any case sealed
despite the presence of the aforementioned incisions be-
cause a narrow continuous welding zone remains be-
tween said incisions and the pressure closure.

[0021] Inotherwords, said incision (or pair of incisions)
is/are situated in an end region of the welding region 16
situated towards the pressure closure such that, after the
opening action performed by the user acting on the inci-
sion (or pair of incisions) in order to tear the end part 20,
the packaging does not lose its tightness and at the same
time is easy to open since the wider welded region is
removed during opening itself.

[0022] Inordertocomplete the opening action, the con-
sumer separates the overlapped edges 17 and 19 so as
to acton the pressure closure. This position of the incision
(or pair of incisions) is fundamental for ensuring easy
opening and for maintaining the tightness of the packag-
ing until the moment of opening.

[0023] However,ifthere are no particularrequirements
in this connection, the scope of the invention is under-
stood as including the case where the end portions or
edges of the walls 4 and 10 are formed as one piece,
forming a closed end bend; this embodiment is made
possible by means of the preferred production method
which will be illustrated below with reference to Figs. 1
to 4.

[0024] The walls 6 and 8 of the wrapping which are
adjacent along a common side 24 are in turn connected
together in a welding region 26 where the overlapped
end edges 27 and 29 of the walls 6 and 8 are welded
together, so as to form a flattened tongue 28 which ex-
tends between the vertices 30 and 32 of the substantially
triangular walls.
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[0025] In the configuration shown, the wrapping also
has welding lines 34 and 36 which extend substantially
along a bisector of the angles at the vertex a and j of the
walls 6 and 8.

[0026] Production of the packaging shown may be per-
formed by means of a method, the operating steps of
which are illustrated in Figs. 1 to 5. In this embodiment,
the method starts with a thin sheet 40 with a generally
quadrangular form, made of flexible material fed from a
reel.

[0027] In the illustration shown in Fig. 1, the sides 42,
44,46 and 48 of the sheet are straight, forming a rectan-
gular sheet; however, it is understood that these sides
may not be necessarily straight, it being possible to use
a sheet fed from a reel and delimited by sides which are
for example wavy or toothed or which also have another
type of profile.

[0028] Matching mutual engagement means 14a and
14b, namely matching elements forming a pressure clo-
sure of the "zip lock" type, as described above, are fixed
to the sheet 40, before it is cut from the feeder reel, in its
central region, generally by ultrasound or heat welding
means.

[0029] During the operating step shown in Fig. 2, the
sheet 40 is cut from the reel and folded onto itself along
an intermediate folding line 50 between the engagement
means 14a and 14b so as to cause overlapping, in a
mutually engaged condition, of the engagement means
14a and 14b.

[0030] During the following step shown in Fig. 3 it is
envisaged to weld the overlapped longitudinal edges 46
and 48, forming welding regions which, in the illustration
shown in Figs. 6 and 7, correspond to the welding lines
indicated there by 34 and 36. This results in the formation
of a flat bag or wrapping formed by flat walls 64, 66 which
are closed along their sides 50, 46 and 48 and with an
open end mouth defined by the sides 42 and 44 which
are not connected together.

[0031] The two flat overlapped walls of the sheet 40
are then welded together in the region included between
the engagement means 14a, 14b and the folding line 50,
forming a welding region 16 which extends between the
sides 46 and 48 of the bag thus obtained (Fig. 4).
[0032] As indicated above, an incision or a pair of in-
cisions 18a, 18b, is/are created on the sides 46 and 48,
whereby said incisions may be connected by a weaken-
ing line on the outermost part of the welding region to-
wards the pressure closure, so that the welding zone
between said incisions and the pressure closure is still
present. This measure allows easy manual opening of
the packaging and ensures that the latter retains its tight-
ness.

[0033] A possible option consists in the use of a film
which is oriented in the direction orthogonal to the direc-
tion of feeding of the film from the reel and which is torn
along the directrix of its orientation, by gripping with the
fingers in the region of the incision, whereby the weak-
ening line between the two incisions is not required in



5 EP 2 592 017 B1 6

this option.

[0034] The products to be packaged may then be in-
troduced inside the bag through the mouth delimited by
the sides 42 and 44.

[0035] The lines 52 and 54, which are indicated on the
sides of the bag as shown in Figs. 4 and 5, are purely
ideal lines, which are shown in order to identify the sides
of the tetrahedron, and in particular the side 4 which,
together with the sides 6, 8, 10, is formed by means of
the following welding operation performed in the region
adjacent to the mouth for introducing the products. As
already mentioned, the lines 52 and 54 are not neces-
sarily to be understood as being folding lines or sharp
edges.

[0036] The final operation consists in sealing the open
mouth by means of an ultrasound or heat welding oper-
ation. In order to obtain the desired tetrahedral form,
welding is performed after bringing the end edges 27 and
29 of the walls of the bag into the overlapped position, in
a plane substantially orthogonal to the plane in which the
flat overlapped walls 64 and 66 shown in Figs. 1 and 3
lie; this operation is performed by folding over the sides
42 and 44 onto each other about the middle points 56
and 58 of these sides.

[0037] The edges 60 and 20 of the wrapping may be
cut with a desired cutting profile, for example with a
toothed profile as shown; this operation may be prefer-
ably performed at the same time as the respective weld-
ing operation which forms the welding regions 16 and 26.
[0038] Itis intended that the method described here is
to be understood as being purely exemplary and not bind-
ing. For example, a configuration similar to that of Fig. 3
and 4 may also be obtained from two separate sheets,
to each of which the mutual engagement means forming
the pressure closure are fixed, followed by an operation
for welding together the perimetral sides which in these
figures are identified by 46, 48 and 50.

[0039] Opening of the packaging could also be per-
formed by means of a cutting operation, for example us-
ing a shearing implement, parallel to the extension of the
mutual engagement means.

[0040] The packaging shown in Figs. 6 and 7 and the
method described above are in any case to be regarded
as preferred for the purposes of providing a packaging
which can be easily opened, also by a child, and which,
prior to initial opening, is able to keep the packaged prod-
ucts in a hermetic environment.

[0041] It also understood that, without affecting the
principle of the invention, the embodiments and the con-
structional details may be greatly modified with respect
to that described and illustrated purely by way of a non-
limiting example, without thereby departing from the
scope of the claims which follow.

Claims

1. Packaging consisting of a wrapping (2) of flexible
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material, delimited by generally triangular walls (4,
6, 8, 10), so as to define an essentially tetrahedral
containment volume, characterized in that it com-
prises mutual engagement means (14a, 14b) which
are associated with the common sides (12) of a first
pair of adjacent walls (4, 10) and are designed to
disengageably interconnect said walls in order to al-
low opening and closing of the containment volume
and in that the common sides (24) of the other pair
ofadjacentwalls (6, 8) are interconnected by aregion
(26) where overlapped end edges (27, 29) of the
walls of said other pair are welded together, wherein
adjacent to said mutual engagement means (14a,
14b), aregion (16) is provided, where the overlapped
end edges (17, 19) of the walls of said first pair (4,
10) are welded together,

tear invitation means (18a, 18b) are provided in the
region of the wrapping included between said mutual
engagement means (14a, 14b) and the end edges
(20) of the walls (4, 10) of said first pair,

said tear invitation means (18a, 18b) are formed in
an intermediate zone of the region (16) where weld-
ing is performed between the overlapped edges (17,
19) of the walls (4, 10) of said first pair of walls, so
as to maintain a continuous welding zone between
said tear invitation means and said mutual engage-
ment means, in order to ensure the tightness of the
packaging even after tearing and characterized in
that

said welding region (16) where the overlapped edges
(17, 19) of the walls of said first pair are welded to-
gether comprises a plurality of welding lines mutually
spaced by non-welded interspaces and wherein said
tear invitation means (18a, 18b) are formed in one
of said interspaces.

Packaging according to claim 1, characterized in
that on the walls of said other pair (6, 8) it has a
respective welding line (34, 36) connecting portions
of the sheet material forming the packaging.

Packaging according to any one of the preceding
claims, characterized in that said mutual engage-
ment means comprise pressure closing means (14a,
14b) of the form-fitting or snap-engagement type.

Packaging according to any one of the preceding
claims, characterized in that it is composed of a
flexible sheet material suitable for heat-sealing.

Method for the production of a packaging consisting
of a wrapping of flexible material, delimited by sub-
stantially triangular walls (4, 6, 8, 10), so as to define
an essentially tetrahedral containment volume, ac-
cording to any one of Claims 1 to 4, characterized
in that it comprises the steps of:

- preparing a flattened wrapping of flexible ma-
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terial, formed by two overlapped flat walls (64,
66) interconnected along the perimetral edges
(46, 48, 50) and having an open mouth (42, 44),
provided in the vicinity of the perimetral side (50)
opposite the mouth side (42, 44) with mutual en-
gagementmeans (14a, 14b) associated with the
inner surfaces of the wrapping and designed to
disengageably interconnect said walls;

- introducing through the open mouth one or
more items to be packaged;

- positioning, in an overlapped relationship, the
end edges (27, 29) of said walls (64, 66), adja-
cent to the mouth, in a plane substantially or-
thogonal to the plane in which, in the flattened
configuration of the wrapping, said overlapped
walls (64, 66) lie; and

- performing welding (26) of said overlapped
edges (27, 29), thus defining a closed wrapping,
having said essentially tetrahedral containment
volume.

Method according to Claim 5, characterized in that
said flat wrapping is obtained by the steps of:

- preparing a sheet (40), provided in its central
region with mutual engagement means (14a,
14b) spaced and parallel to each other;

- folding the sheet onto itself about an interme-
diate folding line (50) between said mutual en-
gagement means, so as to bring said mutual en-
gagement means into an engaged position, and
- welding the sheet (40) folded onto itself along
the perimetral sides (48, 46) to form a flattened
wrapping having said mouth.

Method according to Claim 5 or 6, characterized in
that it also comprises the steps of performing weld-
ing (16) of said walls in the wrapping region included
between said mutual engagement means (14a, 14b)
and the side (50) opposite to said mouth (42, 44),
said step being performed before or after the intro-
duction of said article/s.

Method according to Claim 7, characterized in that
it comprises the step of providing, in said region of
the wrapping included between the engagement
means (14a, 14b) and the side (50) opposite to the
mouth (42, 44), tear invitation means (18a, 18b) de-
signed to allow opening of the packaging.

Method according to Claim 8, characterized in that
said tear invitation means (18a, 18b), are formed in
an intermediate zone of the region (16) where the
overlapped edges (17, 19) of said walls (4, 10) of
said first pair are welded together, so as to maintain
a continuous welding zone between said tear invita-
tion means (18a, 18b) and said mutual engagement
means (14a, 14b) and ensure the tightness of the
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packaging even after tearing.

Patentanspriiche

1.

Verpackung bestehend aus einer Umwicklung (2)
aus flexiblem Material, die durch allgemein dreiecki-
ge Wande (4, 6, 8, 10) begrenzt ist, um ein im We-
sentlichen tetraedrisches Inhaltsvolumen zu definie-
ren, dadurch gekennzeichnet, dass sie gegensei-
tige Eingriffsmittel (14a, 14b) aufweist, die mit den
gemeinsamen Seiten (12) eines ersten Paars be-
nachbarter Wande (4, 10) verbunden sind und so
gestaltet sind, dass sie diese Wande l6sbar mitein-
ander verbinden, um ein Offnen und SchlieRen des
Inhaltsvolumens zu erlauben, und dass die gemein-
samen Seiten (24) des anderen Paars benachbarter
Waénde (6, 8) durch einen Bereich (26) miteinander
verbunden sind, wo Uberlappende Endkanten (27,
29) der Wande des anderen Paars miteinander ver-
schweildt sind, wobei

benachbart zu den gegenseitigen Eingriffsmitteln
(14a 14b) ein Bereich (16) vorgesehen ist, wo die
Uberlappenden Endkanten (17, 19) der Wande des
ersten Paars (4, 10) miteinander verschweilt sind,
Aufreileinladungsmittel (18a, 18b) in dem Bereich
der Umwicklung, der zwischen den gegenseitigen
Eingriffsmitteln (14a, 14b) und den Endkanten (20)
der Wande (4, 10) des ersten Paars enthalten ist,
vorgesehen sind,

wobei die AufreiReinladungsmittel (18a, 18b) in einer
Zwischenzone des Bereichs (16) ausgebildet sind,
wo ein Schweilen zwischen den Uberlappenden
Kanten (17, 19) der Wande (4, 10) des ersten Paars
Wande durchgefihrt wird, um eine durchgehende
Schweil’zone zwischen den AufreilReinladungsmit-
teln und den gegenseitigen Eingreifmitteln aufrecht-
zuerhalten, um die Dichtigkeit der Verpackung auch
nach dem Aufreif3en sicherzustellen, und dadurch
gekennzeichnet, dass

der SchweilRbereich (16), wo die Uberlappenden
Kanten (17, 19) der Wande des ersten Paars mitein-
ander verschweif3t sind, eine Mehrzahl von
Schweilllinien aufweist, die voneinander Uber nicht
geschweildte Zwischenrdume beabstandet sind, und
wobei die AufreiReinladungsmittel (18a, 18b) in ei-
nem der Zwischenrdume ausgebildet sind.

Verpackung nach Anspruch 1, dadurch gekenn-
zeichnet, dass auf den Wanden des anderen Paars
(6, 8) eine entsprechende Schweillinie (34, 36) be-
steht, welche Abschnitte des Bahnmaterials, das die
Verpackung formt, verbindet.

Verpackung nach einem der vorhergehenden An-
spriiche, dadurch gekennzeichnet, dass die ge-
genseitigen Eingreifmittel Druckschlussmittel (14a,
14b) des Formschluss- oder Schnappverbin-
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dungstyps umfassen.

Verpackung nach einem der vorhergehenden An-
spriiche, dadurch gekennzeichnet, dass sie aus
einem flexiblen Bahnmaterial aufgebautist, das zum
HeiRversiegeln geeignet ist.

Verfahren zum Herstellen einer Verpackung, die aus
einer Umwicklung aus flexiblem Material besteht,
begrenzt durch im Wesentlichen dreieckige Wande
(4, 6, 8, 10), um ein im Wesentlichen tetraedrisches
Inhaltsvolumen zu definieren, nach einem der An-
spriche 1 bis 4, dadurch gekennzeichnet, dass
es die folgenden Schritte umfasst:

- Praparieren einer flachgedriickten Umwick-
lung aus flexiblem Material, die durch zwei tiber-
lappende flache Wande (64, 66) ausgebildet ist,
die entlang der perimetrischen Kanten (46, 48,
50) verbunden sind und eine offene Miindung
(42, 44) aufweisen, die in der Umgebung der
perimetrischen Seite (50) gegenuber der Min-
dungsseite (42, 44) mit gegenseitigen Eingreif-
mitteln (14a, 14b) versehen ist, die mit den in-
neren Oberflaichen der Umwicklung verbunden
und dazu gestaltet sind, die Wande I6sbar mit-
einander zu verbinden;

- Einfihren durch die offene Miindung von ei-
nem oder mehreren zu verpackenden Gegen-
stidnden;

- Positionieren der Endkanten (27, 29) der Wan-
de (64, 66) in einer Uberlappenden Beziehung
neben der Miindung, in einer Ebene im Wesent-
lichen senkrecht zu der Ebene, in der die Gber-
lappenden Wande (64, 66) in der flachgedriick-
ten Konfiguration der Umwicklung liegen; und
- Durchfliihren von Schweil3en (26) der tGberlap-
penden Kanten (27, 29), wodurch eine ge-
schlossene Umwicklung definiert wird, die das
im Wesentlichen tetraedrische Inhaltsvolumen
aufweist.

6. Verfahren nach Anspruch 5, dadurch gekenn-

zeichnet, dass die flache Umwicklung durch die fol-
genden Schritte erhalten wird:

- Praparieren einer Bahn (40), die in ihrem zen-
tralen Bereich mit gegenseitigen Eingriffsmitteln
(14a, 14b) versehen ist, die beabstandet und
parallel zueinander sind;

- Falten der Bahn um eine Zwischenfaltlinie (50)
zwischen den gegenseitigen Eingriffsmitteln auf
sich selbst, um die gegenseitigen Eingriffsmittel
in eine Eingriffsposition zu bringen, und

- Schweillen der auf sich selbst gefalteten Bahn
(40) entlang der perimetrischen Seiten (48, 46),
um eine flachgedrickte Umwicklung mit der
Miindung zu bilden.
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Verfahren nach Anspruch 5 oder 6, dadurch ge-
kennzeichnet, dass es auch die Schritte des Durch-
fuhrens von SchweilRen (16) der Wande in dem
Wicklungsbereich, der zwischen den gegenseitigen
Eingriffsmitteln (14a, 14b) und der Seite (50) gegen-
Uber der Mindung (42, 44) enthalten ist, umfasst,
wobei dieser Schritt vor oder nach der Einfihrung
der Artikel/des Artikels durchgefuhrt wird.

Verfahren nach Anspruch 7, dadurch gekenn-
zeichnet, dass es den Schritt des Bereitstellens von
Aufreileinladungsmitteln (18a, 18b) in dem Bereich
der Umwicklung, der zwischen den Eingriffsmitteln
(14a, 14b) und der Seite (50) gegeniiber der Mln-
dung (42, 44) enthalten ist, umfasst, die dazu gestal-
tet sind, ein Offnen der Verpackung zu erméglichen.

Verfahren nach Anspruch 8, dadurch gekenn-
zeichnet, dass die AufreiReinladungsmittel (18a,
18b) in einer Zwischenzone des Bereichs (16) aus-
gebildet sind, wo die Uberlappenden Kanten (17, 19)
der Wéande (4, 10) des ersten Paars zusammenge-
schweiltsind, um eine durchgehende Schweilzone
zwischen den Aufreifleinladungsmitteln (18a, 18b)
und den gegenseitigen Eingriffsmitteln (14a, 14b)
aufrechtzuerhalten und die Dichtigkeit der Verpa-
ckung auch nach dem Aufreil3en sicherzustellen.

Revendications

Emballage composé d’'une enveloppe (2) en matiére
flexible, délimitée par des parois globalement trian-
gulaires (4, 6, 8, 10) de fagon a définir un volume de
contenant sensiblement tétraédrique, caractérisé
en ce qu’ilcomporte des moyens d’engagement mu-
tuel (14a, 14b) associés aux c6tés communs (12)
d’une premiere paire de parois adjacentes (4, 10) et
congus pour relier lesdites parois d’'une fagon qui
peut étre défaite afin de permettre I'ouverture et la
fermeture du volume de contenant et en ce que les
c6tés communs (24) de l'autre paire de parois adja-
centes (6, 8) sont reliés entre eux par une région
(26) ou des bords d’extrémité se chevauchant (27,
29) des parois de I'autre paire sont soudés ensem-
ble, dans lequel

-ilestprévu prés desdits moyens d’engagement
mutuel (14a, 14b) une région (16) ou les bords
d’extrémité se chevauchant (17, 19) des parois
de ladite premiére paire (4, 10) sont soudés en-
semble,

- des moyens d'’invite a déchirer (18a, 18b) sont
prévus dans la région de I'enveloppe comprise
entre lesdits moyens d’engagement mutuel
(14a, 14b) et les bords d’extrémité (20) des pa-
rois (4, 10) de ladite premiere paire,

- lesdits moyens d’invite a déchirer (18a, 18b)
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sont formés dans une zone intermédiaire de la
région (16) dans laquelle le soudage est réalisé
entre les bords se chevauchant (17, 19) des pa-
rois (4, 10) de ladite premiére paire de parois
afin de maintenir une zone de soudure continue
entre lesdits moyens d’invite a déchirer etlesdits
moyens d’engagement mutuel, afin d’assurer
I'étanchéité de 'emballage méme apres la dé-
chirure,

et caractérisé en ce que ladite région de soudure
dans laquelle les bords se chevauchant (17, 19) des
parois de ladite premiere paire sont soudés ensem-
ble comprend une pluralité de lignes de soudage sé-
parées les unes des autres par des espaces inter-
calaires non soudés, lesdits moyens d’invite a dé-
chirer (18a, 18b) étant formés dans I'un desdits es-
paces intercalaires.

Emballage selon la revendication 1, caractérisé en
ce qu’il posséde sur les parois de ladite autre paire
(6, 8) une ligne de soudage (34, 36) correspondante
qui relie des parties de la matiere en feuille formant
'emballage.

Emballage selon I'une quelconque des revendica-
tions précédentes, caractérisé en ce que lesdits
moyens d’engagement mutuel comprennent des
moyens de fermeture par pression (14a, 14b) du type
a correspondance de forme ou a emboitement.

Emballage selon I'une quelconque des revendica-
tions précédentes, caractérisé en ce qu’il est com-
posé d’'une matiere en feuille flexible convenant pour
un thermosoudage.

Procédé pour la production d’'un emballage compo-
sé d’'une enveloppe en matiére flexible délimitée par
des parois globalement triangulaires (4, 6, 8, 10) de
fagon a définir un volume de contenant sensiblement
tétraédrique selon I'une quelconque des revendica-
tions 1 a 4, caractérisé en ce qu’il comporte les
étapes de :

- préparation d’'une enveloppe aplatie en matié-
re flexible, formée par deux parois planes se
chevauchant (64, 66) reliées entre elles le long
des bords du périmétre (46, 48, 50) etayant une
embouchure ouverte (42, 44), dotée au voisina-
ge du coté de périmetre (50) opposé au cété
d’embouchure (42, 44) de moyens d’engage-
ment mutuel (14a, 14b) associés aux surfaces
intérieures de I'enveloppe et congus pour relier
lesdites parois d'une fagon pouvant étre
défaite ;

- introduction a travers I'embouchure ouverte
d’un ou plusieurs objets a emballer ;

- positionnement en chevauchement des bords
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d’extrémité (27, 29) desdites parois (64, 66), a
proximité de 'embouchure, dans un plan sensi-
blement perpendiculaire au plan dans lequel
lesdites parois se chevauchant (64, 66) se trou-
vent dans la configuration aplatie de
'emballage ; et

- soudage (26) desdits bords se chevauchant
(27, 29), définissant une enveloppe fermée
ayant ledit volume de contenant sensiblement
tétraédrique.

Procédé selon larevendication 5, caractérisé en ce
que ladite enveloppe plate est obtenue par les éta-
pes de:

- préparation d’une feuille (40) munie dans sa
région centrale de moyens d’engagement mu-
tuel (14a, 14b) espacés et paralléles les uns aux
autres ;

- pliage de la feuille sur elle-méme sur une ligne
de pliage intermédiaire (50) entre lesdits
moyens d’engagement mutuel, de fagon a ame-
ner lesdits moyens d’engagement mutuel dans
une position d’engagement, et

- soudage de la feuille (40) pliée sur elle-méme
le long des cotés de périmetre (48, 46) pour for-
mer une enveloppe aplatie possédant ladite em-
bouchure.

Procédé selon la revendication 5 ou 6, caractérisé
en ce qu’il comprend aussi les étapes de soudage
(16) desdites parois dans la région de I'enveloppe
comprise entre lesdits moyens d’engagement mu-
tuel (14a, 14b) et le coté (50) opposé a ladite em-
bouchure (42, 44), ladite étape étant exécutée avant
ou aprés l'introduction dudit ou desdits articles.

Procédé selon larevendication 7, caractérisé en ce
qu’il comprend I'étape de production, dans ladite ré-
gion de I'enveloppe comprise entre les moyens d’en-
gagement (14a, 14b) et le c6té (50) opposé a I'em-
bouchure (42, 44), de moyens d’invite a déchirer
(18a, 18b) congus pour permettre I'ouverture de
I'emballage.

Procédé selon larevendication 8, caractérisé en ce
que lesdits moyens d’invite a déchirer (18a, 18b)
sontformés dans une zone intermédiaire delarégion
(16) ou les bords se chevauchant (17, 19) desdites
parois (4, 10) de ladite premiére paire sont soudés
entre eux, afin de garder une zone de soudage con-
tinue entre lesdits moyens d’invite a déchirer (18a,
18b) et lesdits moyens d’engagement mutuel (14a,
14b) et d’assurer I'étanchéité de 'emballage méme
aprés qu'il a été déchiré.



EP 2 592 017 B1

(-40

14a
r'

14p
)

48“_ﬁ

FIG.1

48

FIG.2



EP 2 592 017 B1




EP 2 592 017 B1
REFERENCES CITED IN THE DESCRIPTION
This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

* US 2002069615 A [0003] » (GB 865475 A [0003]
« US 3791570 A [0003]  EP 2399845 A [0003]

10



	bibliography
	description
	claims
	drawings
	cited references

