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The Invention relates to a method for producing film bags which have side folds, which are introduced In a V-shape and are
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first flat film strip (3) Is produced which comprises stamped-out portions (5) In edge regions; b) side folds (6) are formed by folding
the edge regions In a C-shape, wherein the stamped-out portions (5) delimit in each case the upper end of the side folds (6); ¢)
resealable closure strips (/) are attached to the film strips (3) transversely with respect to the web direction and the upper edge of
the side folds (6) Is closed; d) a flat film is applied to the first film strip (3) which Is provided with recessed side folds (6) and
resealable closure strips (7), which flat film tapers Iin the web direction as second film strip (4) and iIs connected at the edges to the
side folds (6) of the first film strip (3) to form a side-fold tube (9); e) the film layers which lie on top of one another are connected by
way of further sealing seams to form a bag line which comprises bag-shaped sections and from which film bags can be separated.

,
L
X
e
e . ViNENEE
L S S \
ity K
.' : - h.l‘s_‘.}:{\: .&. - A L~
.
A

A7 /7]
o~

» . _
‘ l an a dH http:/opic.ge.ca + Ottawa/Gatineau K1A 0C9 - hmp./cipo.ge.ca o p1C
OPIC - CIPO 191




CA 02679229 2009-08-26

(12) NACH DEM VERTRAG UBER DIE INTERNATIONALE ZUSAMMENARBEIT AUF DEM GEBIET DES
PATENTWESENS (PCT) VEROFFENTLICHTE INTERNATIONALE ANMELDUNG

(10) Internationale Veroffentlichungsnummer

WO 2008/028513 Al

(19) Weltorganisation fiir geistiges Eigentum
Internationales Biiro

(43) Internationales Veroffentlichungsdatum

13. Mirz 2008 (13.03.2008)

(51) Internationale Patentklassifikation: (DE). STOPPELMANN, Detlef [DE/DE]; Am Bin-
B31B 27/00 (2006.01) B31B 19/90 (2006.01) senpfad 5, 49439 Steinfeld (DE).

B31B 37/00 (2006.01) (74) Anwalt: ALBRECHT, Rainer; Andrejewski, Honke &

(21) Internationales Aktenzeichen: PCT/EP2006/008796 Sozien, Theaterplatz 3, 45127 Essen (DE).
(22) Internationales Anmeldedatum: (81) Bestimmungsstaaten (soweit nicht anders angegeben, fiir
9. September 2006 (09.09.2006) Jede verfiigbare nationale Schutzrechtsart): AE, AG, AL,
(25) Einreichungssprache: Deutsch AM, AL, AU, AZ, BA, BB, BG, BR, BW, BY, BZ, CA, CH,
) . CN, CO, CR, CU, CZ, DE, DK, DM, DZ, EC, EE, EG, ES,
(26) Verolfentlichungssprache: Deutsch FI. GB. GD. GE. GH. GM. HN. HR. HU, ID. IL. IN, IS,
(71) Anmelder (fiir alle Bestimmungsstaaten mit Ausnahme von JP, KE, KG, KM, KN, KP, KR, KZ, LA, LC, LK, LR, LS,
US): NORDENIA DEUTSCHLAND HALLE GMBH LT, LU, LV, LY, MA, MD, MG, MK, MN, MW, MX, MY,
[DE/DE]; Werk Steinfeld, Handorfer Strasse 98, 49439 Ste- MZ, NA, NG, NI, NO, NZ, OM, PG, PH, PL, PT, RO, RS,
infeld (DE). RU, SC, SD, SE, SG, SK, SL, SM, SV, SY, TJ, TM, TN,

(72) Erfinder: und TR, TT, TZ, UA, UG, US, UZ, VC, VN, ZA, ZM, ZW.
%

(75) Erfinder/Anmelder (nur fiir US): KUJAT, Marcus (84) Bestimmungsstaaten (soweit nicht anders angegeben, fiir
|[DE/DE]; Fritz-Berend-Strasse 10, 49090 Osnabriick Jede verfiigbare regionale Schutzrechtsart): ARIPO (BW,

[ Fortsetzung auf der niichsten Seite]

(54) Title: METHOD FOR PRODUCING FILM BAGS

(54) Bezeichnung: VERFAHREN ZUR HERSTELLUNG VON FOLIENBEUTELN

4 B

{0
10

(57) Abstract: The invention relates to a method for producing film bags which have side folds, which are introduced in a V-shape
and are recessed from the upper edge, and a resealable closure in a top-side opening, having the following method steps: a) at least
one first flat film strip (3) is produced which comprises stamped-out portions (5) in edge regions; b) side folds (6) are formed by
folding the edge regions in a C-shape, wherein the stamped-out portions (5) delimit in each case the upper end of the side folds (6);
™= () resealable closure strips (7) are attached to the film strips (3) transversely with respect to the web direction and the upper edge
< of the side folds (6) is closed; d) a flat film is applied to the first film strip (3) which is provided with recessed side folds (6) and
resealable closure strips (7), which flat film tapers in the web direction as second film strip (4) and is connected at the edges to the
side folds (6) of the first film strip (3) to form a side-fold tube (9); e) the film layers which lie on top of one another are connected
Te by way of further sealing seams to form a bag line which comprises bag-shaped sections and from which film bags can be separated.

13

(57) Zusammenfassung: Die Erfindung betrifft ein Verfahren zur Herstellung von Folienbeuteln, die V-férmig eingelegte und vom
oberen Rand abgesetzte Seitenfalten sowie einen Wiederverschluss in einer kopfseitigen Offnung aufweisen, mit folgenden Verfah-
@0 rensschritten: a) es wird mindestens ein erster ebener Folienstreifen (3) hergestellt, der in Randbereichen Ausstanzungen (5) enthalt;
b) durch C-férmiges Falten der Randbereiche werden Seitenfalten (6) gebildet, wobei die Ausstanzungen (5) jeweils das obere Ende
der Seitenfalten (6) begrenzen, ¢) Wiederverschlussstreif en (7) werden quer zur Bahnrichtung auf den Folienstreifen (3) aufgebracht
und der obere Rand der Seitenfalten (6) wird verschlossen; d) auf den mit eingeformten Seitenfalten (6) und Wiederverschlussstreif
en (/) versehenen ersten Folienstreifen (3) wird eine ebene Folie aufgebracht, die als zweiter Folienstreifen
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CI, CM, GA, GN, GQ, GW, ML, MR, NE, SN, TD, TG).

(4) in Bahnrichtung zulduft und an den Rdandern mit den Seitenfalten (6) des ersten Folienstreifens (3) zu einem Seitenfaltenschlauch
(9) verbunden wird; e) die aufeinander liegenden Folienlagen werden mit weiteren Siegelndhten zu einem aus beuteiférmigen Ab-
schnitten bestehenden Beutelstrang verbunden, von dem Folienbeutel abtrennbar sind.
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METHOD OF MAKING FOIL BAGS

The invention relates to a method of making foil bags
having inset V-section side gussets offset from the upper edge and
a resealable closure in an upper opening.

The resealable closure can be designed as a zipper or as
a slider. A zipper comprises two interlockable profiled strips
detachably connected and without a slide, which in each case have a
strip-like carrier and locking ridges engaged in one another. The
profiled strip forming the male part of the zipper is i1n most cases
attached to an inner face of the foil bag with weld seams that
extend along both edges of the locking ridge. The corresponding
profiled strip forming the female part is connected by at least one
weld above the other locking ridge to the other wall face of the
bag. A slider likewise comprises two profiled strips, which are
connected at their lower edge at a weakened tear line. A slide 1is
also provided which grips together and overlaps sealing edges of
the profiled strips. The initially flat foil bag can be filled in
bag-filling mechanisms. Filling occurs at the top of the bag, the

contents being introduced either through opening that is initially
available between the resealable closure and a front side of the
foil bag, or through the opened resealable closure. Foil bags
having the described characteristics are used inter alia for
packaging animal feed.

A method of making flat foil bags having the described
characteristics is known from DE 10 2005 026 149 [WO 2006/231273].

In the case of the known method stamped pieces that delimit the
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upper edge of the later formed side gussets are fitted with a flat
strip of foil.. Next, resealable closure strips are applied to the
foil strip transversely to the strip direction and joined at their
ends to the foil strip. The foil strip is then guided through a
folding station in which the foil strip is folded into a tube and
the sides are folded in. In subsequent sealing stations the
resealable closures are connected to a front face of the bag to
seal together the upper ends of the side gussets and the superposed
foil layers are bonded together at welds to form a continuous
strand of bag sections from which foil bags can be separated.

A similar method of making resealable foil bags that have
inset V-section side gussets offset from the upper edge is
described in WO 2006/067617 [US 2008/0085823]. Also, in the method
known from this document a strip of foil is folded from a gusseted
tube, so that mounting the resealable closure strips must be
integrated into the production flow.

With known methods the strip must travel precisely over a
forming shoulder, as otherwise there is the danger that the
previously placed resealable closure strips catch on the molding
tools and the production process is impaired. It is further
problematic that the side gussets and the resealable closures are
no longer directly accessible after the tubular folding, making
subsequent process steps difficult.

The object of the invention is to modify the method of
making resealable side gusset bags such that the danger of
production interruptions as a result of imprecise strip travel is

kept to a minimum.
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The subject matter of and solution to this task i1s a

method having the following steps:

a) at least one first foil strip is provided having

stamped-out edge notches;

b) side gussets are formed by C-shaped folding of the
edges, the stamped-out notches forming the upper end of the

respective side gussets;

c) resealable closure strips are mounted transversely to
the longitudinal strip dimension on the foil strip sealing the

upper edges of the side gussets;

d) a flat foil extending in the longitudinal strip
dimension as second foil strip is set on the side gussets and
closure strips of the first foil strip and bonded to the edges of
the gussets of the first foil straip to form a gusseted tube;

e) the superposed foil layers are interconnected by
further welds to form a strand comprising bag sections and from
which foil bags can be separated.

According to the inventive method the flat foil bags are

made from two foil strips, the first foil strip being folded C-
shaped at the edges to form the side gusset regions that are space

apart by the stamped-out notches. The stamped-out notches in each
case delimit the upper ends of the side gussets. The stamped-out

notches can be cut on the first foil strip before 1t passes through
a folding station and the side gussets are formed. Yet 1t i1s also
conceivable that the side gussets are formed and then the side
gusset regions are stamped out at predetermined intervals. The

resealable closure strips are laid on the edge-folded foil strips
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and are connected over their entire length to the foil strip. The
connecting is carried out by one or more welds that seal the upper
edges of the side gussets. In terms of the invention however it 1is
also possible that the upper edges of the side gussets are sealed
by separate measures, e.g. by applying adhesive labels.

It is possible within the scope of the invention to
unroll the second foil strip from a ready-made foil roll.
According to a preferred embodiment of the method however the
method proceeds as follows: As per the preferred method a foil
band is unrolled from a roll and subdivided into at least two foil
strips. The first foil strip is folded at its edges corresponding
to step b) and resealable closure strips are applied corresponding
to step ¢). The second foil strip is separated from the first foil
strip using deflectors, overlain on the first foil strip and in
step d) is lain on the first foil strip and connected at the edges
of the side gussets to the first foil strip to form a gusseted
tube. The stamped-out notches that define the upper edges of the
side gussets can be cut in the foil band prior to the foil band
being subdivided into foil strips. The inventive method also
readily enables double or multiple~line manufacture, in which two
or more bag strands are made parallel to one another from a single
flat foil band, as per the described method. With double- or
multiple-line operation the foil band i1s subdivided into a
plurality of foil strips, first and second foil strips alternating
and lyving in pairs adjacent one another.

The stamped-out notches that interrupt the side gusset

regions of the first foil strip are cut effectively during stepwise
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advance in a nonmoving web section of the foil strip. The starter

foil band provided with the stamped-out notches is then subdivided
into the foil strips during continuous movement. Stepwise

operation and continuous operation are made possible by using a

looper.

The first foil strip is also effectively folded in each
case during continuous movement in step b) and is connected in step
d) to the tapering second foil strip. Applying and fastening the
resealable closure strips (step c¢)) occurs by contrast during
stepwise advance on a nonmoving section of the foil strip. Loopers
are provided upstream and downstream in the longitudinal strip
direction between the stepwise-operating work station and the work
stations through which the foil strip continuously passes.

In further steps following step d) the outer edges of the
side gussets can be stiffened by applying longitudinal welds. 1In
addition, the edges of the side gusset bags formed by the second
foil strip applied prior to step d) are trimmed to give the bag
strand the required dimensional accuracy.

Press closures comprising two superposed and detachably

connected profiled strips can be used as resealable closure strips,
the profiled strips having a strip-like carrier and locking ridges
engaged in one another. Slide closures comprising two

interengageable profiled strips and a slide that engages over and
slides along the profiled strips can however also be used as
resealable closure.

The invention is explained in the following in detail

with reference to a drawing showing a single embodiment. Therein:
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FIG. 1 a diagram of how to make foil bags having inset V-
section side gussets offset from the upper edge and a resealable

closure i1n an upper opening,

FIG. 2 shows the setting of resealable closure strips in

the method illustrated in FIG. 1, and

FIG. 3 shows a product resulting from the described
method.

In the method illustrated in FIG. 1 a foail band 1 1s
pulled off a roll 2 and subdivided into at least two strips 3 and
4., The first foil strip 3 has stamped-out edge notches 5 that had
been cut earlier in the foil band 1. Side gussets 6 are formed by
C-shaped folds at its edges so that the stamped-out notches 5 in
each case delimit the upper ends of the respective side gussets
(FIG. 2). Resealable closure strips 7 are mounted on the foil
strip 3 extending transversely of the longitudinal strip dimension
between the edges over the entire width of the folded foil strip 3
at and closing the upper ends of the side gussets 6. The second
foil strip 4 separated from the foil band is guided off by
deflectors 8 from the first foil strip 3, transversely shifted, and
overlain with the first foil strip 3. After this, the second foil
strip 4 is bonded to the first foil strip 3, the foil strip 4
advancing parallel to the longitudinal strip dimension and being
connected at i1ts edges to the side gussets 6 of the first foil
strip 3 to form a gusseted tube 9. The outer edges of the side
gussets 6 are stiffened by the longitudinal welds. Also, the edges
of the gusseted tube 9, at least the edges formed by the applied

second foil strip 4, are trimmed. In further steps not shown in
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FIG. 1 the superposed foil layers are connected at further welds
into a sequence of bag sections from which foil bags can be
separated.

The method illustrated in FIG. 1 is composed of steps
that are cyclically repeated continuously. The stamped-out notches
5 that form the upper edges of the side gussets 6 are thus cut in
the nonmoving foil band 1 between steps when it is pulled off the
roll 2. The foil band provided with the stamped-out notches 1is
then cut continuously intoc the foil strips 3 and 4. A looper 10
that the foil strip enters stepwise and from which 1t exits
continuously at a predetermined constant travel speed is provided
to match stepwise movement to continuous movement. The first foil
strip 3 is in any case folded continuously and later connected to
the second foil strip 4 also continuously. The resealable closure
strips 7 are applied cyclically at a nonmoving section of the foil
strip 3. Further loopers 10 are likewise provided flanking the
stepwise-operating work station for applying and fastening the
resealable closure strips 7 and the work stations upstream and

downstream in the web travel direction therefrom, through which the

foil strip 3 moves continuously.

The method illustrated i1n FIG. 1 allows simultaneous
manufacture or two or more product lines, with two or more bag
strands produced parallel to one another at the same time from the
flat foil band 1 according to the described method. In the case of
dual- or multiple manufacture the foil band 1s subdivided into a
plurality of foil straips, first and second foil strips 3 and 4

assigned to one another in each case lying adjacent one another.
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The product illustrated in FIG. 3 has the resealable
closure strip 7 in the form of a zipper in the top region. This
comprises two superposed and detachably connectable profiled
strips, which in each case have a strip-like carrier and locking
ridges engaged in one another. The inventive method however
readily also allows both the processing of slide closures, which
comprise two superposed and detachably connected profiled strips

and a slide, which overlaps sealing edges of the profiled strips 1in

the manner of a tab, and of Velcro™ and similar closure systems.
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WHAT IS CLAIMED IS:

1. A method of making foil bags having V-shaped inset
side gussets offset from an upper edge and a resealable
closure in an upper opening, comprising the following
steps:

a) providing at least one first foil strip (3)
having stamped-out edge notches (5);

b) forming side gussets (6) by C-shaped folding of
the edges, the stamped-out notches (5) forming an upper
end of the respective side gussets (6);

c) mounting resealable closure strips (7) on the
foil strip (3) in a direction transverse to a longitudinal
direction of the foil strip to seal the upper edges of the
side gussets (6);

d) setting a second foil strip (4) in the form of a
flat foil extending in the longitudinal strip direction on
the side gussets (6) and closure strips (7) of the first
foil strip (3) and bonding the second foil strip (4) to
the edges of the gussets (6) of the first foil strip (3)
to form a gusseted tube (9);

e) interconnecting the superposed foil layers by
welds to form a strand comprising bag sections and from

which foil bags can be separated.

2. The method as claimed in claim 1, further comprising
sealing the upper edges of the side gussets (6) with

the resealable closure strips (7) applied in step c).

3. The method as claimed in claim 1 or 2, further
comprising:

unrolling a foil band (1) from a roll;

subdividing said foil band (1) into at least two foil
strips (3, 4);
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folding the first foil strip (3) at its edges

corresponding to step b);

and - corresponding to step c¢) - placing the
resealable closure strips (7) on the first foil strip (3);

separating the second foil strip (4) from the first
foil strip (3) using deflectors (8);

overlaying the second foil strip (4) in step d) on
the first foil strip (3):;

feeding the second foil strip (4) to the first foil
strip (3); and

connecting the second foil strip (4) to the edges of

the side gussets of the first foil strip (3) to form the
gusseted tube (9).

4. The method as claimed in claim 3, further comprising
cutting the stamped-out notches (5) in the foil band
(1) before the foil band (1) is subdivided into the foil

strips (3, 4).

5. The method as claimed in claim 3 or 4, further
comprising

subdividing the foil band (1) into a plurality of
foil strips, alternate first and second foil strips (3, 4)

in each case lying adjacent to one another.

6. The method as claimed in any one of claims 3 to 5,
further comprising
cutting the stamped-out notches (5) during stepwise
advance in a nonmoving web section of the foil band (1);
and subdividing the foil strip provided with the
stamped-out notches (5) continuously into the foil strips
(3, 4), the stepwise and the continuous advance being

compensated for by a looper (10).

- 10 -
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7. The method as claimed in any one of claims 1 to 5,

further comprising

folding the first foil strip (3) continuously in step
b);

connecting the first foil strip (3) in step d) to the
incoming second foil strip (4);

and attaching in step c¢) the resealable closure
strips (7) at a nonmoving section during stepwise advance
of the foil strip (3), loopers (10) being provided
upstream and downstream in the longitudinal strip travel
direction between a stepwise-operating work station and
work stations through which the foil strip (3)

continuously passes.

8. The method as claimed in any one of claims 1 to 7,
further comprising
stiffening the outer edges of the side gussets (6) by

longitudinal welds.

9. The method as claimed in any one of claims 1 to 8,
further comprising

trimming the edges of the gusseted tube (9) that 1is
formed by the second foil strip (4) applied in step d).

10. The method as claimed in any one of claims 1 to 9,
wherein the releasable closure strips (7) are press
closures comprising two superposed and detachably
connected profiled strips, the profiled strips having a
strip-like carrier and locking ridges engaged in one

another.

-11 -
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1l1. The method as claimed in any one of claims 1 to 9,
wherein the releasable closure strips (7) are slide

closures comprising two interengageable profiled strips
detachably connectable to one another and a slide that
fits over the profiled strips for sealing edges of the

profiled strips.

-12 -
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