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(57) Abréegée/Abstract:

In a container for packaging filling materials, in particular a bag or pouch made of plastic film, comprising at least one container wall
surrounding the filling material, which has at least one front and rear wall, and comprising superposed layers formed In the top
region of the container, wherein in the top region of the container predetermined layers are connected over at least one section by
means of at least one closure means closing the container, below which a section of the top region located adjacent to the region
fitted with the opening has a filling material withdrawal region and that at least one section of a connecting seam Is disposed so that

it runs around an opening at least in some areas In such a manner that in the top region the multilayer region Is separated In a
sealing manner from the filing space of the container.
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ABSTRACT

In a container for packaging filling materials, in particular
a bag or pouch made of plastic film, comprising at least one
container wall surrounding the filling material, which has at
least one front and rear wall, and comprising superposed
layers formed in the top region of the container, wherein 1n
the top region of the container predetermined layers are
connected over at least one section by means of at least one
closure means closing the container, below which a section of
the top region located adjacent to the region fitted with the
opening has a filling material withdrawal region and that at
least one section of a connecting seam is disposed so that it
runs around an opening at least in some areas 1n such a manner
rhat in the top region the multilayer region is separated in

a sealing manner from the filling space of the container.

CA 2773782 2018-09-17



- 1 -
Container for packaging filling materials and method for

processing a web material

The invention relates to a container for packaging filling
materials, in particular a bag or pouch made of plastic
film, comprising at least one container wall surrounding
the filling material, which has at least one front and rear
wall, where in a base region of the container between
front and rear wall, two inner layers of an interfolding of
2 web section of the plastic film, which 1s folded inwards
2t least on one side on one of its longitudinal sides, are
disposed, where a standing base connecting the front and
rear wall is formed by means of the interfolding, and

comprising a multilayer region comprising more than TWO

superposed layers formed 1n a top region of the
container, where the multilayer region has at least one
carrying aid formed as an opening, which opening passes at
least partially through the layers 1in the top region, and
comprising seams connecting predetermined layers 1in the
side regions and in the top region. The invention further

relates to a method for processing a web material for

e

packaging containers made of plastic film, 1in particular

for film pouches having a multilayer top and base region.

Ll

Contaliners for packagling "i1lling materials of the

aforementioned genre, which for example are also known as
stand-up pouch packages are produced, inter alia, from
‘plastic film which can be welded on both sides or from a
composite plastic film which can be welded on one side, and
are used in particular for enclosing most diverse types of
bulk or filling materials such as, for example, foodstuffs,

ligquids or similar products.

A packaging container such as a container for packaging filling
materials comprises at least one contalner wall surrounding
the filling material, which has at least one front and rear

wall, wherein in a base region of the container between front

CA 2773782 2018-09-17
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and rear wall, two inner layers of an interfolding of a webD

section of the plastic film, which is folded inwards at least
on one side on one of its longitudinal sides, are disposed,
wherein a standing base connecting the front and rear wall 1is
formed by means of the interfolding, and comprising a
multilayer region comprising more than two superposed layers
formed in a top region of the container, wherein the multilayer
region has at least one carrying aid formed as an opening,
which opening passes at least partially through the layers in
the top region, and'comprising seams connecting predetermined

layers in the side reglions and in the top region 1s known, for

example, from EP 1 373 080 Bl, which has a multilayer top
region which is completely separated from the filling space of

the container by a welded seamn.
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In this case, the welded seam extends over the entire width
of the packaging container. However, emptying of the
packaging container 1s relatively difficult since for
emptying the container either the top region or the side
region must be partially or completely separated. The

handling of the container by means of the carrying aid 1is

then severely restricted, however, 1in order to avoid

accidental pouring of the filling material from the

container. In the case of a container opened 1in the side
region, it is completely impossible to use the carrying aid
formed in the top region in order that uncontrolled escape
of the

eliminated.

-

filling material at the side of the container can be

Tt is therefore the object of the 1invention to provide a
container for the packaging of filling materials which

enables a simplified and controlled dispensing of the

filling material from the container interior. It 1is further
the object of the 1invention to provide a method for
processing a web material which 1s sultable for producing

such a packaging container by which means an 1mproved

prefabrication of the web material can be achieved.

The obiject 1s solved according to the invention by a

container as provided herein.

In a container for ©packaging filling materials, 1n

-

particular a bag or pouch made of plastic film, comprising

at least one container wall surrounding the filling

material, which has at least one front and rear wall, where

-

in the base region of the container between front and rear

wall, two inner layers of an interfolding of a web section

of the plastic film, which 1s folded inwards at least on

| anand

one side on one of 1its longitudinal sides, are disposed,

CA 2773782 2018-09-17
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where a standing base connecting the front and rear wall 1is
formed by means of the interfolding, and comprising a
multilayer region comprising more than two superposed
layers formed in the top region of the container, where the
multilayer region has at least one carrying aid formed as
an opening, which Opening passes at least partially through
the layers 1n the top region, and comprising seams
connecting predetermined layers in the side regions and in
the top region, 1t i1s provided according to the invention
that 1in the top region of the container, predetermined
layers are connected over at least one section by means of
at least one closure means Closing the container, below
which a section of the top region located adjacent to the
region fitted with the opening has a filling material
withdrawal region and that at least one section of a
connecting seam 1s disposed so that it runs around the
opening at least in some areas in such a manner that in the
top region the multilayer region 1s separated in a sealing

manner from the filling space of the container.

With the aid of a container which has a withdrawal region
configured in such a manner according to the invention in
its top region, an optimal handling by means of the
carrying aid can always be ensured. An unintentional escape
of the filling material from the container interior 1is
advantageously avoided by the withdrawal region extending
right into the top region. In order to avoid the escape of
filling material during transport, predetermined layers in
the filling material withdrawal region are interconnected
by means of a closure means 1n such a manner that the
contalner 1s closed 1in a sealing manner and the filling
material 1is thereby retained. The filling material
withdrawal region is preferably'formed in a section of the
top region which is directly adjacent to the part of the
top region fitted with the carrying aid. The carrying aid
and the withdrawal region can be formed at approximately

the same height in the top region of the container 1in the
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case of a container standing upright on its standing base.
In order to furthermore avoid the escape of filling
material via the opening serving as a carrying aid 1n the
top region, at least one section of a connecting seam 18
provided. This connecting seam section separates the
multilayer region around the opening in the top region
formed 1in particular from inner and outer layers in a
sealing manner from the filling space of the container.
Preferably all the layers 1in the top regilion are seamlessly
interconnected by means of the connecting seam. The

connecting seam can be configured as a welded seam placed

completely around the opening.

According to an advantageous further development of the
invention, 1t 1s provided that at least one closure means
1s disposed along the upper edge regions of the layers to
be connected to one another. An advantageous embodiment of
the withdrawal region 1s thereby achieved which 1is
advantageously accessible for the filling material as far
as approximately up to the upper marglnal edges of the
layers i1n the top region forming the withdrawal region. It
1s likewlise feasible to arrange the closure means at

varying heights of the top region of the container.

The closure means can thereby be a reclosure located 1in the
filling material withdrawal region. Using a reclosure such
as, for example, a slider or zipper, has the advantage that
the container can be reclosed in particular after only a
partial withdrawal of the filling material held in the
packaging container. Due to the sealing effect of the
reclosure, disadvantageous effects on the filling material,
for example, due to environmental influences such as, for
example, dirt or moisture, can be kept as low as possible.
The reclosure 1n particular comprises tTwo mutually
corresponding closure parts which in particular are
disposed on mutually facing surfaces of the layers 1in the

filling material withdrawal region. For this purpose, a
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closure seam which closes the container in the top region
in a sSealing manner can be used. The reclosure can be
arranged to run both parallel  to the frequently
horizontally running upper marginal edges of the layers
forming the multilayer top region and also running at a
predetermined angle to the edges of the top region of the

container.

Alternatively to a closure means configured as a reclosure,
a closure seam which interconnects predetermined layers 1n
the top region can be provided as closure means. A
relatively simple and secure closure of the container is
achieved by the «closure seam, which seals the filling
material zremoving region, 1in particular running at the
upper marginal edges of the layers. A simplified embodiment
1s advantageous especially for contalners for packaging
filling materials or packaging containers which are always
completely opened after being opened for the first time.
For opening the filling material removal region, the
container is merely separated or cut in the withdrawal
region. The closure seam is preferably a welded seam based
on firm bonding by which means an advantageous firm
connection c¢an be ensured between the layers to be

interconnected.

In particular, a predetermined separating line which

weakens surface regions of specific layers 1s assoclated
with the closure seam which closes the filling material
withdrawal région in the top region. With the aid of a
predetermined separating line according to the invention, a
simplified opening of the packaging container 1in the
filling material withdrawal region and therefore a
simplified access to filling material 1in the filling space
of the container is brought about. The use of separate aids
for opening the package can advantageously be dispensed
with. The predetermined separating line preferably'extends
over the enhtire width of the filling material ‘withdrawa-l



CA 02773782 2012-04-11

region in the top region at a short distance below and in

particular parallel to the closure seam closing the
withdrawal region.

The multi-layver region comprlsing more than two layers 1in
the top region between front and rear wall preferably
comprises at least one inner layer of an interfolding of
the web sections folded inwards along its longitudinal
sides. The formation of the top region with at least one
inner layer'disposed between the front and rear wall of the
container, which 1s formed as an interfolding of a web
section folded inwards along its longitudinal sides,
constitutes an advantageously simple possibility for
multilayer formation of the top region. As a result of the
multilayer region comprising more than two layers in the
top reglion, the container acquires an 1increased strength so
that carrying forces can act on this multilayer region
without any problems via the carrying aid formed as an
opening in the top region. The multilayer region comprising
more than two layers can thereby extend in particular over
the entire width of the container. In addition to the part
of the top region fitted with the opening, the part of the

top region configured as the filling material withdrawal

region can 1n particular have at least one inner layer
formed as an interfolding between one of the 1nner sides of
the front or rear wall. Preferably parts of the front and
rear wall are folded inwards symmetrically in the form of
an interfolding so that two inner layers disposed between
front and rear wall are formed. In this context, 1t 1is
feasible to form the different multilayer reglons 1n the
top and 1n the base region of the container asymmetrically
so that top and base region have different widths.

According to one further development of the invention, 1t

is provided that each inwardly projecting layer of the
interfolding 1n the top region 1s fixed by means of at

least one connecting seam section on the inner side of a
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respectively éssociated front or rear wall. Especially 1in

the case of a filling material withdrawal region configured

to be multilayered, L1t 1s necessary to fix the inwardly
projecting interfolding in order to be able to

advantageously ensure undisturbed escape of filling

material from the filling space via the withdrawal region.
At the same time, 1n particular the lower ends of the inner
layers 1n the part of the top region adjacent to the
withdrawal region can additionally be connected to one
another along with the fixing on a corresponding inner
side, whereby this part of the top region 1is then
automatically separated from the filling space of the
container. Instead of an inward interfolding, it is also
possible to produce a multilayer region comprising more
than two layers in the top region whereby front and rear
wall of the container form the 1inner layers in the top

region and one outer and one inner layer adjacent thereto

of the multilayer region.

The multi-layer region comprising more than two layers can
be produced 1n particular by folding over the upper, still-
fliat-lying ends of the front and rear wall jointly to one
side. A four-layer region is thus produced in which the
opening can advantageously be introduced as a carrying aid.
In this case, front and rear wall can also be connected to
one another. If the upper ends of the front and rear wall
are not connected, 1t 1s also feasible to fold one of the
packaging walls 1nwards and place the adjacent packaging
wall with i1ts inner side on the two-layer folded-down outer

side of the first packaging wall and thus produce an

overlap region with four layers. In order to produce a firm
connection between the folded-over layers and avoid escape
of filling material via the opening of the carrying aid,
the four layers 1in the top region can be interconnected
along the folded-down edges via a connecting seam. The

four-layer region 1is usually separated by a connecting seam
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section from the filling material withdrawal region which

frequently only comprises two layers.

The multilayer region comprising more than two layers 1is
formed 1n the section of the top region adjoining the
filling material withdrawal regilon. Consequently,
preferably only the part of the top region fitted with the
opening has a multilayered confiquration. The part of the
top region having the filling material withdrawal region on
the other hand 1s only formed from two layers, for example,
predetermined surface regions, of the front and rear wall.
This has the advantage that 1n the withdrawal region the
possibly 1nward-folded inner layers between front and rear
wall no longer need to be fixed on the inner sides of the
front and rear wall. For example, the surface pieces which
form the 1nner layers otherwlise projecting between the
front and rear wall can be separated from the part of the

top region forming the filling material withdrawal region.

The connecting seam sealing the opening in the top region
from the filling space of the container 1s preferably
formed from a plurality of seam sections running at
predetermined angles with respect to one another and can
furthermore be part of the closure seam closing the
packaging container 1in the top region. By this means, a
separate and optionally complex configuration of closure
and connecting seams 18 advantageously avoided, thereby
simplifying the manufacture of such a container according
to the invention. The seam sections of the connecting seam
and the closure seam can have rectilinear and/or curve-
shaped sections. In addition, a separation or division of
the top region into in particular a two- and a four-—-liayer
region 18 possible with the aid of the connecting seam

separating the opening.

For this purpose, the connecting seam can have one seam

section running at the height of and parallel to the
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inwardly folded-over or outwardlyx folded~oﬁer.'ends of
certéin layers, on which, at least on ocne side, another,
adjolning seam section extending at a predetermined angle
in the direction of the upper edge region of the layers of
the top region 1s disposed. With the aid of such a
configuration according to the 'inv‘ention,- a simple
pcssibility i1s provided to ensure the opening in the top
region and the separation of the filling material
withdrawal region. In this case, the inwardly folded or
outwardly folded layers  1in the top region are
advantageously continuocusly fixed on the 1inner or outer
sides of front and back wall. In particular, the connecting
seam has a section running parallel to the upper packaging
end, which is adjoined by other seam sections which extend
at an angle of 45 degrees to 90 degrees in the direction of
the upper fold edge. This seam section running partly in
the packaging longitudinal direction can then go over
directly into a closure seam section formed along the upper
edges, which closes the container in the withdrawal'regiona
Instead of a connecting seam composed of straight seam
sections, 1t 1s also feasible to use a connecting seam
having seam sections running in a semicircular or curve-

shaped manner.

It is further within the f_ramework of the invention that
the filling material withdrawal region has an outwardly
projecting step formed from predetermined surface regions
of at least two layers 1in the top region. With the aid of
the step, it is advantageously possible to pull the filling

material withdrawal region outwards whereby the height of

the withdrawal region relative to the height of the top

region can be enlarged relatively simply. The outward-

projecting step of the top region can be formed, for
example, by.. mééns of parts of ‘not inwardly or outwarly
folded-over sections of ‘the ﬁfroﬁt and rear ~wallf éThe 
reclosure disposed in particular in the two-layer and also
in the four-layer filling material withdrawal region
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configured as a step can in turn run parallel to the
usually horizontally extending upper marginal edges of the
step and also obligquely to the upper marginal edges of the
step of the container. The reclosure running obliquely to
the side edges and also to the upper marginal edges of the
step produces a sloping pouring opening by which means the

emptying of the container can advantageocusly be simplified.

Further provided according to the invention is a method for
processing a web material for packaging containers made of
plastic film, in particular for £film pouches having
standing bases, in which at least one flat web is folded to
form a folded web having superposed outer and inner layers
on both sides along the longitudinal sides, where the
subsequent standing base 1s produced at least on one of the

longitudinal sides of the folded web to be produced by

folding the folded web longitudinal side inwards and where
on the opposite longitudinal side of the folded web forming
the subsequent multilayer top region, the longitudinal
sides of the flat web forming the ends of a specific lavyers
not connected to one another are superposed, a reclosure is
inserted between predetermined surface sections of layers

of the folded web not connected to one another at least 1in

certain sections, predetermined surface regions of the

F

superposed layers of the folded web are then connected to

the reclosure and to one another 1in the longitudinal

direction of the folded web by means o0of at least one
section of a closure seam and a strand of at least tubular
sections each having a multilayer region separated from the
interior of the tubular section 1s produced, 1n the
separated multilayer region of each tubular section of the
strand at least a certain number of the superposed layers
are cut through to form at least one intervention and the
strand 1is then rolled up to form a <c¢oil for further

processing.
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A re-rollable pouch strand comprising already prefabricated
stand-up packages can be produced with the aid of such a
processing method according to the 1invention for a web
material made of plastic film used to produce a packagiling
container. The production of a single package which 1is
always complex Lo further Process can thus be
advantageously avoided. In addition, due to the width of
the pre-fabricated container formed in the web longitudinal
direction, a relatively simple change in the package width
1s possible whereby the subsequent standing base 1s formed
by means of an in particular inwardly folded longitudinal
side and the top region 1s formed by means of an
arbitrarily folded longitudinal side with superposed outer
and 1nner layers of the pouch strand. For this purpose,
primarily the distances between the transverse connecting
seams and the positioning of the carrying aid and the
withdrawal region need to be matched. Furthermore, as a
result of placing the base region to be produced and the
top region to be produced in the lateral regions of the web
material, an advantageously simple filling 1in  the
longitudinal direction of the pouch strand, that is from
the actual side of a packaging container separated briefly
before or after the filling and closing, 1s advantageously
possible. In the claimed method a flat material web
comprlising a continuously weldable plastic film or

comprising a unilaterally weldable plastic composite film

can be used. The longitudinal edges thereof are placed one
upon the other in a multilayer reglon along one of the
longitudinal sides of the folded web produced 1n such a
manner that, for example, the marginal edges of the flat
web form the ends of outer or 1inner superposed layers on
the longitudinal side of the folded web which serves as the
subsegquent top region. The standing base, on the other
hand, 1s formed by means of an interfolding of a continuous
surface piece so that the two i1nner layers of the
interfolding are always directly connected to outer layers

of the folded web forming the front and rear wall of a
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packaging container to be assembled. After folding to form
a folded web, a reclosure is inserted or slid into the part
of the top region forming the withdrawal region over a
predetermined section, 1in particular between mutually
facing surface sections of layers not connected to one
another, by which means the withdrawal region 1S
advantageously closed at the upper marginal edges. The
interconnection of the upper marginal regions of the
superposed non-connected layers whereby at least parts of
the folded web are configured to form a strand with tubular
web sections or a completely closed tube and the reclosure
1s connected to certain layers, 1is accomplished with the
aid of at least one section of a closure seam. At the same
time, at least one multilayer region 1n the top region 1is
separated from the interior of the tubular web section with
the aid of the closure seam. An intervention serving as a
carrying aid can now be produced in the separated
multilayer region by cutting through at least two of the in

particular four layers in the top region.

Alternatively it is possible to use a tube or a tubular web
instead of a flat web in a method to be protected
separately. According to an alternatively configured method
for processing a web material at least one tubular web is
folded to form a flat tube having superposed outer and
inner layers on both sides along the longitudinal sides,
where the subsequent standing base is produced at least on
one of the longitudinal sides of the flat tube to be
produced by folding the tubular web longitudinal side
inwards and along the opposite longitudinal side of the
flat tube forming the subsequent multilayer top region
comprising more than two superposed layers, predetermined
layers on at least one folding edge interconnecting the
layers are at least partially separated and a material web
having folded web sections 1is produced. All other

processing steps following the production of the material
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web with folded web sections are identical to the

processing method already described previously.

By means of this method according to the 1invention, a
strand having prefabricated tubular web sections can
advantageously be produced from a tube, produced for
example, by means of blow extrusion. The pouch strand can
be rolled up relatively easily to form a roll, whereby a
strand manufactured 1in- such a manner according to the
invention 1is optimally suitable for reprocessing, 1in

particular filling with filling material and producing and

closing 1individual pouch sections, possibly carried out
previously and/or following on from this, in a filling
plant. In particular, by separating the web material
present as flat tube, preferably in the area of a folded
edge, a material web with tubular and folded web sections
or a folded web opened completely 1n the longitudinal
direction 1n one region can be produced. The separation of
at least one folded edge can be accomplished in particular
before folding the longitudinal side of the material web
forming the subsequent top region or only after the
corresponding longitudinal side has been folded to form a
region having more than two layers on the flat tube. The
reclosures are inserted at predetermined distances from one
another between the optionally only partially cut folded
web sections of the material web. As described previously,
this 1s followed by fUrther working processes forming the
strand.

It is further provided that surface regions of the folded
web or the flat tube are folded inwards to form the top
region comprising more than two layers. The production of
interfoldings each comprising two layers along Dboth
longitudinal sides of the flat web or the flat tube so that
the outer 1layers extend over the entire width of the

respective material web constitutes an advantageous

possibility for forming the longitudinal sides forming the
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subsegquent top or bottom region. Interfoldings having a
different interfolding depth can thereby be produced s0
that the multilayer longitudinal sides of the material web
have different widths.

It 1s alternatively provided that superposed surface
regions of the folded web or the flat tube are folded over
together on one side on the outside so that they are
superposed to form the top region comprising more than two
layers. The layers extending <continuously from one
longitudinal side to the other longitudinal side
consequently then form an outer and an inner layer and the
folded-over surface regions also form an inner and an outer
layer on the longitudinal side serving as the top region of
the container. It 1is also feasible that the marginal
regions of a folded web are folded over outwards on both
sides so that the folded-over surface regions each form the

outer layers on the corresponding longitudinal side of the
material web.

Regardless of the type of folding 1mplemented on the
longitudinal side of the material web forming the top
region, it can thereby be provided that a folding-in or
folding over of surface regions of the longitudinal side is
accomplished in sections in the longitudinal direction of
the material web. Thus, outwardly protruding steps are

formed at predetermined distances from one another on one

of the longitudinal sides. The region of the step which in

particular forms the subsequent withdrawal region of a

package can 1in this case comprise only two layers 1n
contrast to the 1in particular four-layer region of the

folded longitudinal side.

In connection with a flat web used in the method according
to the invention, which 1is folded to form a folded web
where certaln superposed surface regions are folded over

together on one side on the outside on the longitudinal
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side forming the subsequent top region, it is provided 1in
particular that at least one folded edge connecting layers
to one another 1s cut, at least 1n sections, along the
longitudinal side of the folded web forming the top region.
The cutting 1s necessary 1in order to open at least one
section of the folded web so that the reclosure which
delimits the filling material withdrawal vregion of a
container to be produced at the top can advantageously be

inserted between the lavers provided for this.

Optionally 1t 1s possible to form respectively one of the
side seams of a packaging container to be produced by means
of transverse connecting seams running transversely to the
longitudinal direction of the strand at predetermined
intervals on a strand comprising at least tubular web
sections, with the result that a pouch strand having pouch-
shaped tubular sections 1s produced. The pouch strand can
thus be produced before rolling up the strand to form a

coil where the side seam delimiting the subsequent

packaging container forms a filling base used for the
filling process. When viewed in the longitudinal direction,
the pouch strand is thus closed in a sealing manner at
fixed or predetermined distances from one another. It 1is
naturally also feasible to  produce the transverse
connecting seams 1n the filling plant where a first lower
transverse connecting seam 1s produced shortly before the

filling process. The other upper transverse connecting seam

usually located in the filling direction of the container

to be filled from the side is produced after filling and
the container 1is therefore closed in a sealing manner. The
transverse connecting seams are 1in particular produced by

means of welded seams based on firm connection.

It is furthermore within the framework of the invention
that the pouch strand is weakened directly adjacent to and
along a respective transverse connecting seam. A finished

packaging container can thus be formed after the filling
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and subsequent closure of a pouch section still connected
to the pouch strand by tearing the pouch secticon from the
pouch strand. A separating cut to be executed transversely
to the longitudinal direction of the web material can thus
advantageously be dispensed with. The weakening of the
pouch strand 1s made directly adjacent to a transverse
welded seam and can, for example, be carried out with the
ald of the perforation process where the perforation line
to be produced then runs approximately at right angles to
the longitudinal sides of the pouch strand.

According to a further development of the invention it is
provided that at least one corner weld running obliquely to
a multilayer longitudinal side of the pouch strand 1is
produced Dbefore or after producing the transverse
connecting seam. The corner weld 1s accomplished in
particular on the still flat-lying folded web so that the
corner welds can be 1mplemented simultaneously between the
superposed 1nner sides of the four layers in the base
region with the aid of appropriate sealing tools. When
using a plastic film configqured to be weldable on both

sides, a plate element is preferably inserted between the

outer sides of the inner 1layers so that the firm
interconnection of the outer sides of the interfolding

running in the base region 1s prevented.

The multilayer region separated from the 1nterior of a
respective tubular web section is preferably stamped with
an opening for equipment. The stamping process provides an
advantageously simple possibility for forming a carrylng
alid configured as an opening 1n the multllaver region of

the pouch strand separated accordingly from the contalner

interior. By means of the stamping, sections of the layers
can be completely removed or only partially cut through so
that corresponding regions of the superposed layers can be

folded over and an opening for gripping through 1s exposed.
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Possible exemplary embodiments of the invention, from which

further 1inventive features are obtailined are shown 1n the

drawings. In the figures:

Fig. 1: shows a perspective view of a first container for
packaging according to the invention;

Fig. 2: shows a perspective view of a second packaging
container according to the invention and

Fig. 3: shows a schematic view of a processing method for
a web material for producing packaging contalners
from plaStic film.

A container for packaging bulk materials is designated by
1, said container having a front wall 2, a rear wall 3 and
a standing base 4. The standing base 4 1is thereby produced
from two 1nner layers of an interfolding of a tubular web
or flat web folded-in on the longitudinal sides 1in the
longitudinal direction so that the base region 5 of the
packagling container 1is accordingly four-layered in the flat
state. The container 1 further has a likewise multilayer
top region 6 which 1s also produced by an interfolding on
the other longitudinal side of the tubular or flat web used
to form the packaging container. In thilis embodiment, the
inner layers 7, 8 of the top' region 6 are only
interconnected in sections, where the inner layers 1in the
sections not connected tTo one another are separated from
one another in the area of the folded edge. It 1s also
feasible to separate a folded edge interconnecting an inner
and outer layer, for example, at least 1in a piecewlise
manner. A closure seam 9 1s additionally provided 1in the
top region 6, by which means the packaging container 1is
closed in the top region. Part of the closure seam 1s a
connecting seam 10 which separates a multilayer region 11
of the top region from the container interior 1in such a
manner that the multilayer region 11 can be equipped with a
carrying aid configured as an opening 1l2. The connecting

seam 10 prevents any escape of filling material wvia the
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opening in the different layers of the top region 6. The
sections of the <closure seam 9 running 1in the lateral
regions 13, 13’ on the upper edge regions of the inner
layers 7, 8 create a section of the top region which is
accessible for filling material between the inner layers.
In particular a filling material withdrawal region 14 1is
formed in the lateral region 13 of the top region 6, which
ensures an advantageocusly simple withdrawal of the filling
material accommodated in the filling space of the packaging
container 1. The filling material withdrawal region 14
further has a closure means configured as a reclosure 15
for withdrawal of the filling material in portions, over a
predetermined section, in particular on the upper edge
region of the container between the inner layers 7, 8. The
closure parts thereof are likewise connected in a firmly
bonded manner via the closure seam 9 to the surface pieces
of the 1nner lavers facing the reclosure. In order that the
lower ends of the inner 1lavyers 7, 8 do not hinder the
emptying of the container 1, these are each fixed on the
inner sides of the associated front and rear wall with the
ald of connecting seam sections 16, 16’. No connection of
the lower ends to one another 1is provided in this case.

Lateral seams 17, 17’ configured as welds are provided for

lateral closure of the packaging container 1 usually filled
from the side. For increased stability of the standing base

4 the packaging container 1 additionally has corner welds

18, 187 in 1ts base region 5, which  1nterconnect

—~

predetermined surface pieces of the standing base 4 to the

inner sides of the front and rear wall 2, 3 1n the base

region 5.

Figure 2 shows another exemplary embodiment of a container
21 according to the invention, which also has a front wall
22 and a rear wall 23. The front and rear wall are in turn
interconnected via a standing base 24 1in the base region
25. In the top region 26 two inwardly folded inner layers
27, 28 are disposed at the upper ends of the front and rear
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wall 23, 24. In this embodiment the inner layers 27, 28 are
only formed above a predetermined section in the top region
between front and rear wall. The lower ends of the inner
layers protruding between front and rear wall are
interconnected by means of a closure seam 29 which closes
the container 21 in a sealing manner where at the same
time, the multilayer region 31 of the top region 26 with
the carrying aid configured as opening 32 is separated from
the filling space of the packaging container 21 by means of
the closure seam 29 which comprises a connecting seam 30.
Furthermore, 1n this exemplary embodiment only one of the
lateral regions 33, 33’ is accessible for filling material,
where the lateral region 33 of the top region 26 also has a
filling material withdrawal region 34 for simplified
withdrawal of the filling material. In this case, the
filling material withdrawal region 34 is only two-layered,
where the top region 26 comprises an outwardly projecting
step 35 forming parts of the filling material withdrawal
region. The step 35 can be formed, for example, in the top
region with the aid of sections of non-inwardly folded
surface pieces of the front and rear wall. In turn a
reclosure 36 sealing the withdrawal region is provided on
the upper marginal edge of the filling material withdrawal
region 14. The sides of the container 21 are closed by
means of side seams 37, 37’ and furthermore, the container

additionally has ccrner welds 38, 38’ in its base region
25.

Figure 3 shows a processing method for a web material used
Co produce packaging containers from plastic film, which in
the present case was produced from a tubular web.
Alternatively, a flat web can be used instead of a tubular
web which then merely needs to be laid together to form the
required folded webk. The tubular web is folded to form a
flat tube 40 with 1interfoldings 42, 42' inserted inwards
along both longitudinal sides 41, 41’. The interfoldings

42, 42' form the inner layers 43, 437, 44, 44’7 in the top
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and base region of a packaging container to be produced.

Initially, on the interfolding 42 forming the subsedquent

top region of the packaging container, a folded edge
connecting the inner layers 43, 44 is separated by means of
a separating device 45 so that a folded web 46 open at one
point is formed from the flat tube 40. A reclosure 47 1is
inserted between the non-interconnected inner layers 43, 44
and fastened to the mutually facing surfaces of the 1inner
layers 1n the upper edge regilions by means of a closure sean
48 which at the same time interconnects predetermined
sections 1in the top region of the folded web to form a
strand 49 of at 1least closed tubular sections. Located
below the reclosure 47 is the filling material withdrawal
region then provided in the subsequent top region of the
packaging container to be produced. The closure seam 48 has
seam sections configqured to be offset parallel to one
another which are connected with the aid of slopling seam
sections running at predetermined angles to the parallel
seam sections. A multilaver region 50 1s separated by means
of the closure seam 48 from the interior of the tubular
section in which an opening 51 penetrating through at least
certaln layers of the multilayer region 50 1s then stamped.
In addition, transverse connecting seams 52 are produced
transversely to the longitudinal direction of the strand 49
at predetermined distances from one another, where however
when preassembling the pouch strand, in each case only one
of the lateral seams laterally delimiting the subsequent
packaging container is formed. The second lateral seam 1s
only produced after lateral filling of the pouch-shaped
tubular section. Parallel to the transverse connecting
seams 52 produced, the pouch strand 1s continuously
weakened 1in a near region to a respective transverse
connecting seam and a perforation line 53 is produced. A
tubular section filled and closed in a filling plant can
then be torn directly from the pouch strand via the
perforation 1line, whereby a lateral opening of the

following pouch-shaped tubular section is produced at the
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same time. In addition, two corner welds 54, 54’ are formed
in the region of the interfolding forming the subsequent
base region on both sides of a transverse connecting seam
52 possibly already produced, which run at a predetermined
angle to the longitudinal sides 41, 41’ of the strand and
the transverse connecting seams 52 produced. The corner
welds 54, 54’ produced at the same time are thereby formed
on directly adjacent tubular web sections. The
corresponding preassembled pouch strand 1is finally rolled
up to form a coll 55 destined for further processing 1n a
filling plant. In addition to the filling of the pouch
sections of the pouch strand, at least every other lateral
seam on the packaging container i1s made inside the filling

plant.
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The embodiments of the invention in which an exclusive

property or privilege 1s claimed are defined as follows:

1. Container for packaging filling materials comprising at
least one container wall surrounding the filling material, which
has at least one front and rear wall, wherein in a base region of
the contailner between front and rear wall, two 1nner layers of an
interfolding of a web section of the plastic film, which 1is
folded inwards at least on one side on one of its longitudinal
sides, are disposed, whereln a standing base connecting the front
and rear wall 1s formed by means of the interfolding, and
comprising a multilayer region comprilising more than two
superposed layers formed i1n a top region of the container,
wherein the multilayer region has at least one carrying aid
formed as an opening, which opening passes at least partially
through the layers i1n the top region, and comprising seams
connecting predetermined layers 1n the side regions and in the
top region, wherein in the top region predetermined layers are
connected over at least one section by means of at least one
closure means closing the container, below which a section of the
top region located adjacent to the region fitted with the opening
has a filling material withdrawal region and wherein at least one

section of a connecting seam 1s disposed so that it runs around

the opening at least 1n some areas 1n such a manner that in the
top region the multilayer region 1s separated in a sealing manner

from the filling space of the container.

2. The container according to claim 1, wherein at least one
closure means 1s disposed along upper edge regions of the layers

to be connected to one another.

3. The container according to claim 1, wherein the closure

seam has at least one seam section running at the height of and

CA 2773782 2018-09-17
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parallel to the i1nwardly folded-over or outwardly folded-over
ends of certain layers, on which, at least on one side, another,
adjolning seam section extending at a predetermined angle in the

direction of upper edge regions of the layers of the top region

1s disposed.

4, The contailner according to claim 2, wherein the closure
seam has at least one seam section running at the height of and
parallel to the inwardly folded-over or outwardly folded-over
ends of certain lavyers, on which, at least on one side, another,
adjolning seam section extending at a predetermined angle in the

direction of the upper edge regions of the layers of the top

region 1s disposed.

5. The container according to any one of claims 1 to 4,

wherein the closure means 1s a reclosure for the filling material

withdrawal region.

0. The contailiner according to any one of claims 1 to 5,

wherein the closure means 1S a closure seam which interconnects

predetermined layers in the top region.

7. The container according to claim 6, wherein a predetermined
separating line which weakens surface regions of specific layers
1s assocliated with the closure seam which closes the filling

material withdrawal region in the top region.

8 . The container according to any one of claims 1 to 7,
wherein the multi-layer region comprising more than two layers in
the top region between front and rear wall comprises at least one

inner layer of an interfolding of the web sections folded inwards

along 1ts longitudinal sides.

CA 2773782 2018-09-17
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9. The container according to claim 8, wherein each inwardly
projecting layer of the interfolding in the top region is fixed
by means of at least one connecting seam section on the inner

side of the front or rear wall.

10. The contaliner according to any one of claims 1 to 9,
wherein the multi-layer region comprising more than two layers is

formed 1n the section of the top region adjoining the filling

material withdrawal region.

11. The container according to any one of claims 1 to 10,
wherein the connecting seam sealing the opening in the top region

1s part of the closure seam interconnecting the predetermined

layers 1n the top region.

12. The container according to any one of claims 1 to 11,
wherein the filling material withdrawal region has an outwardly

projecting step formed from predetermined surface regions of at

least two layers 1n the top region.

13. The container according to any one of claims 1 to 12,

wherein the container comprises a bag or pouch made of plastic

film.

CA 2773782 2018-09-17
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