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Description

Technical Field

�[0001] The present invention relates to a container, in
particular for preserving food products, and to a method
of manufacturing such a container.
�[0002] The present invention is applicable to the food
sector, and in particular to the preserving of liquid food
products such as milk, fruit juices, yoghurt, mineral water
and the like, of which the chemical and organoleptic prop-
erties can easily be adulterated and degraded.

Background Art

�[0003] It is a standard practice for liquid products of
the type in question to be bottled in containers fashioned
from multilayer or treated paper material, such as paper-
board or cardboard faced with one or more layers of an
impermeable and antiseptic coating, typically polyethyl-
ene among others.
�[0004] These containers are generally erected from
flat blanks cut from a roll of continuous strip material car-
ried by a reel. Each blank prepared in this way will also
undergo a scoring operation that serves to impress a
plurality of crease lines defining the shape of the contain-
er being manufactured.
�[0005] More particularly, each blank emerges from the
scoring operation presenting longitudinal, transverse and
angled crease lines. The longitudinal crease lines extend
generally along the full length of the blank so that it can
be caused by an initial bending operation to assume a
substantially tubular shape that will be fixed permanently
by a seal or weld applied along one overlapping longitu-
dinal side edge of the blank. The transverse crease lines
are located generally near the free transverse edges of
the blank and will extend across the full width of the ma-
terial in such a way as to delimit two opposite end portions
which, when subjected to further bending and sealing
operations, will establish a closed bottom end and a top
outlet portion of the finished container.
�[0006] The angled crease lines extend typically across
the end portions of the blank, between the transverse
crease lines and the free transverse edges, and serve to
facilitate the steps of forming the bottom end and the
outlet portion of the container in production.
�[0007] Regarding the operation by which the bottom
end of the container is formed, this will be accomplished
generally by bending and folding the respective end por-
tion along mutually opposed segments of the relative
transverse crease line. In this way, with the aid of the
angled creased lines, the structure of the end portion can
be forced perpendicular to the longitudinal dimension of
the relative container, appearing initially as two matching
and partly overlapping halves of trapezoidal outline.
�[0008] After the bending and folding operation, the two
trapezoidal halves are sealed along the line of the overlap
so as to create a square central portion, corresponding

to the bottom end of the container, flanked by two lateral
portions of layered structure and triangular outline iden-
tifiable as respective stiffening elements, projecting per-
pendicularly from the structure of the container in pro-
duction.
�[0009] The longer base of each triangular stiffening el-
ement coincides typically with a respective segment of
the transverse crease line delimiting the relative end por-
tion, so that the stiffening elements can be bent along
the respective longer bases and folded into a position
within the outline of the square central portion, each oc-
cupying a plane substantially parallel to the plane occu-
pied by the selfsame central portion. In this situation, the
stiffening elements are directed toward one another, con-
verging on the middle of the square central portion.
�[0010] At this juncture, the stiffening elements undergo
a sealing operation by which they are anchored to the
middle of the square central portion, thus completing the
bottom end of the respective container.
�[0011] The semi-�erected container now undergoes a
further bending operation serving to form the outlet por-
tion, which can either be sealed permanently in a totally
enclosed configuration or furnished with a neck piece
incorporating a removable closure. A container accord-
ing to the above description is described in detail in US
patent 514 3281
�[0012] Whilst it is true that conventional containers for
preserving liquid food products create an environment
affording protection from harmful bacterial agents, the
applicant discerns that they are by no means free of cer-
tain drawbacks concerned mainly with the problem of
ensuring that the contents will keep and not spoil, but
also with the costs of manufacturing and marketing the
containers.
�[0013] More exactly, the structure of such conventional
containers, and specifically the folded bottom end,
presents one or more interstitial spaces created by the
stiffening elements and affording gaps in which undesir-
able liquids such as cleansing or flushing fluids can col-
lect and remain trapped until the moment when the con-
tainer is filled with the liquid food product. Needless to
say, the food product will mingle ultimately with these
trapped fluids, becoming irreversibly contaminated and
degraded.
�[0014] Attempts to overcome the aforementioned
drawback have included the adoption of numerous op-
erations that involve drying and monitoring the conditions
internally of the containers in production. However, these
operations tend to dictate considerably longer process-
ing times in manufacture, as well as a marked increase
in production costs, factors which impact in their turn on
the costs of marketing the containers.
�[0015] The object of the present invention is to over-
come the problems presented by the prior art by providing
a container, in particular for preserving food products,
such as will be devoid of interstitial spaces and offer com-
paratively modest production and marketing costs.
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Disclosure of the Invention

�[0016] The stated object and others besides, which will
emerge more clearly from the following specification, are
substantially realized according to the invention in a con-
tainer, in particular for preserving food products as
claimed in claim 1
�[0017] According to a further aspect of the invention,
the aforementioned objects are realized similarly in a
container,� as claimed in the dependent claims 2-7.
�[0018] The objects of the present invention are realized
likewise in a method of manufacturing containers accord-
ing to claim 8.
�[0019] The invention will now be described in detail,
by way of example, with the aid of the accompanying
drawings, in which:�

- figure 1 is a perspective view of a container according
to the present invention, illustrated in a first embod-
iment;

- figure 2 illustrates a blank from which to fashion the
container of figure 1;

- figure 3 is a perspective view of a partly formed con-
tainer as in figure 1;

- figure 4 is a fragmentary perspective view of a con-
tainer as in figures 1 and 3, shown up-�ended and
with a bottom end partly formed;

- figure 5 is a second fragmentary perspective view of
a container as in figures 1, 3 and 4, shown up- �ended
and with the bottom end nearly formed;

- figure 6 is a further fragmentary perspective of the
container as in figures 1 to 5, shown up-�ended and
with the bottom end completely formed;

- figure 7 is a perspective view of a container according
to the present invention, illustrated in a second em-
bodiment;

- figure 8 illustrates a blank from which to fashion the
container of figure 7;

- figure 9 is a fragmentary perspective view of a closed
container according to the present invention, illus-
trated in a third embodiment;

- figure 10 is a fragmentary perspective view of the
container in figure 9, shown in an open condition;

- figure 11 illustrates a blank from which to fashion the
container of figures 9 and 10.

�[0020] With reference to the drawings, 1 denotes a
container, in its entirety, and in particular a container for
preserving food products according to the present inven-
tion.
�[0021] As indicated in figures 1, 3, 4, 5, 7, 9 and 10,
the container 1 comprises a containing structure 2 ob-
tainable by bending and sealing at least one flat blank
1a that will be described in due course. The containing
structure 2 of the container 1 comprises a containing por-
tion 3 establishing an enclosure 4 (figure 3) such as can
be filled with at least one liquid food product, and an outlet
portion 5 by way of which the food product occupying the

enclosure 4 can be poured or otherwise extracted.
�[0022] The containing portion 3 comprises at least one
side wall 6 presenting an end portion 7 such as can be
adapted by a sequence of bending and sealing opera-
tions to form a bottom end 8 disposed substantially per-
pendicular to the longitudinal dimension of the container
1.
�[0023] Figure 1 and figures 3 to 6 illustrate a first em-
bodiment of the invention in which the side wall 6 of the
containing portion 3 presents a preferred geometry of
substantially prismatic outline and square cross section,
with four substantially identical and rectangular faces 6a.
Similarly, the end portion 7 (figure 3) of the side wall 6
presents four faces 7a extending from the respective fac-
es 6a of the side wall 6 along the longitudinal dimension
of the container 1, with no break in continuity.
�[0024] Figure 7 illustrates a second embodiment of the
invention in which, by contrast, the side wall 6 presented
by the containing portion 3 of the container 1 is substan-
tially cylindrical and of circular cross section.
�[0025] Naturally, the description of these two solutions
characterizing the shape of the container 1 implies no
limitation whatever on the present invention, of which the
scope might embrace other shapes and embodiments
different to those disclosed by way of example.
�[0026] The aforementioned outlet portion 5 extends
from the end of the containing portion 3 opposite to the
bottom end 8, and encompasses the enclosure 4 at least
in part. More exactly, the outlet portion 5 presents four
faces 5a integral with and angled in relation to the side
wall 6, combining to create a substantially frustopyram-
idal and funnel-�like element tapering away from the side
wall 6.
�[0027] As illustrated in figures 1 and 7, the container
1 is furnished preferably with at least one neck piece of
substantially tubular embodiment, denoted 9, secured to
the topmost extremity of the outlet portion 5 remote from
the containing portion 3, and a relative closure element
or cap 9a fitted over or screwed onto the neck piece 9 in
removable fashion so that the container 1 can be securely
closed.
�[0028] The scope of the invention is in no sense limited
by the illustration of the neck piece 9, since the container
1 could be furnished equally well with other systems by
means of which to effect a closure and/or to pour or oth-
erwise extract the food product.
�[0029] Alternatively, and with reference to a third em-
bodiment of the invention, the container 1 can be fur-
nished with an outlet portion 5 fashioned as in figures 9
and 10, that is to say with a familiar gable top, secured
by a seal effected along a raised seam closure 5b ex-
tending across the full transverse dimension of the con-
tainer 1.
�[0030] In the example of figure 10, the outlet portion 5
affords crease lines 5c serving, when the container 1 is
opened typically by separating and spreading the joined
parts of the raised seam closure 5b, to create a pouring
spout 5d such as will allow the food product to follow a
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predetermined preferential flow direction when dis-
pensed.
�[0031] In particular, the pouring spout 5d is capable of
alternating between a non-�operating condition, in which
the container 1 is closed and the spout 5d is folded flat
into the raised seam closure 5b of the outlet portion 5,
and an operating condition in which the container 1 is
open and the pouring spout 5d projects from the outlet
portion 5, presenting a substantially Vee- �shaped cross-
sectional profile.
�[0032] In the case of the bottom end 8, described by
way of example with reference to figures 4, 5 and 6, this
presents a substantially square outline over which the
two mutually opposed stiffening elements 10 fashioned
from the end portion 7 of the side wall 6 are folded and
flattened.
�[0033] In particular, each stiffening element 10
presents a layered structure consisting in two thickness-
es of material, produced as a result of the end portion 7
being folded double, and a substantially isosceles trian-
gular outline of which the base coincides with one corre-
sponding side of the bottom end 8 and the vertex 10b
opposite the base 10a is directed toward the middle of
the selfsame bottom end (figure 6). Once folded into this
position, each stiffening element 10 is sealed to the bot-
tom end 8 at one or more points to ensure a permanent
bond.
�[0034] It will be observed also that the layered structure
of each stiffening element 10 is totally enclosed around
the periphery, since the only side left open initially during
the bending operation by which the end portion 7 of the
side wall 6 is folded and flattened, in other words the
base 10a of the triangle, will be closed off by a relative
seal 10c effected along this same base 10a (figure 5).
�[0035] In like manner to the structure of the bottom end
8 described above, the bottom end 8 of the cylindrical
container 1 illustrated in figure 7 presents a similar struc-
tural configuration obtained preferably by bending and
sealing the end portion 7 of the side wall 6 in the same
fashion.
�[0036] As illustrated in figure 2, the blank 1a utilized in
manufacturing the container 1 of figures 1, 3, 4, 5 and 6
is of substantially rectangular outline and presents a plu-
rality of crease lines 11 generated by means of a scoring
operation.
�[0037] In detail, the blank 1a presents four longitudinal
crease lines 11a extending along its entire length and
delimiting the faces 5a, 6a and 7a of the outlet portion 5,
the side wall 6 and the end portion 7 of the side wall,
respectively.
�[0038] The blank 1a also presents two transverse
crease lines 11b extending substantially perpendicular
to the longitudinal crease lines 11a and at a short distance
from respective free transverse edges 12 of the blank.
Observing figure 2, it will be seen that the transverse
crease lines 11b extend the full width of the blank 1a,
separating the outlet portion 5 and the end portion 7 from
the side wall 6 of the container 1.

�[0039] In addition, the blank 1a presents a set of angled
crease lines 11c both on the outlet portion 5, serving to
determine the shape of this same portion, and on the end
portion 7 of the side wall 6.
�[0040] More exactly, each face 5a of the outlet portion
5 presents a pair of angled crease lines 11c departing
from respective points of intersection between the trans-
verse crease line 11b and the corresponding longitudinal
crease lines 11a, and extending convergently toward the
respective free transverse edge 12 of the blank. Each
angled crease line 11c thus combines with the relative
longitudinal crease line 11a to delimit a triangular area
13 that will be offered flat and sealed to a corresponding
triangular area 13 delimited by the selfsame longitudinal
crease line 11a and an angled crease line 11c presented
by the adjoining face 5a.
�[0041] As discernible from figure 2, the angled crease
lines 11c presented by the end portion 7 of the side wall
6 occupy only two faces 7a of this same portion. In par-
ticular, the faces 7a of the terminal portion 7 exhibiting
the angled crease lines 11c are arranged alternately with
the two faces 7a having no angled crease lines 11c.
�[0042] Like the lines already described, the angled
crease lines 11c of the end portion 7 depart from respec-
tive points of intersection between the transverse crease
line 11b and the corresponding longitudinal crease lines
11a, and extend convergently toward the respective free
transverse edge 12 of the blank, in this instance meeting
at the selfsame edge 12 and thus delimiting three trian-
gular areas 14 on each of the two faces 7a that will be
folded ultimately to create the respective stiffening ele-
ments 10.
�[0043] Referring to figure 8, the cylindrical container 1
of figure 7 is fashioned from a blank 1a without longitu-
dinal crease lines, presenting two transverse crease lines
11b of substantially curvilinear and irregular appearance
delimiting the outlet portion 5, the side wall 6 of the con-
taining portion 3 and the end portion 7 of the side wall,
respectively.
�[0044] In particular, the transverse crease line 11b de-
limiting the outlet portion 5 of the container 1 extends the
full width of the blank 1a along consecutive curved seg-
ments 11d each coinciding with the base of a respective
face 5a presented by the outlet portion 5. Similarly, the
transverse crease line 11b delimiting the end portion 7
of the side wall 6 extends the full width of the blank 1a
along consecutive curved segments 11d each coinciding
with the base of a respective face 7a presented by the
end portion 7.
�[0045] In the case of the outlet portion 5, the blank 1a
presents a set of angled crease lines 11c departing from
respective points of connection joining the curved seg-
ments 11d of the transverse crease line 11b and extend-
ing toward the relative free transverse edge 12.
�[0046] As shown in figure 8, two angled crease lines
11c will depart preferably from each point of connection
joining the curved segments 11d and extend divergently
toward the transverse edge 12 of the blank 1a, one on
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either side of a longitudinal crease line 11a. The longitu-
dinal crease line 11a combines with the two angled
crease lines 11c to create respective triangular areas 13
that will be offered flat and sealed one to another.
�[0047] Observing the end portion 7, or bottom end 8,
the blank presents a set of angled crease lines 11c de-
parting from respective points of connection joining the
curved segments 11d of the transverse crease line 11b
and extending toward the relative free transverse edge
12 of the blank 1a.
�[0048] More exactly, the angled crease lines 11c pre-
sented by the end portion 7 occupy only two faces 7a of
this same portion, departing in pairs from respective
points of connection joining the curved segments 11d
and extending convergently from the selfsame segments
to meet at points coinciding with the relative transverse
edge 12. The angled crease lines 11c will be seen in
figure 8 to define two substantially triangular areas 14
and two substantially semi- �elliptical areas 14a arranged
in alternation one with another.
�[0049] In the example of figure 11, the blank 1a used
to manufacture the container 1 of figures 9 and 10 ap-
pears much the same as the blank 1a (figure 2) used to
manufacture the container 1 of figure 1, at least in terms
of the side wall 6 and the end portion 7.
�[0050] In the case of the outlet portion 5, by contrast,
the blank 1a presents an auxiliary crease line 12a inter-
posed between the relative transverse crease line 11b
delimiting the outlet portion 5 and the relative free trans-
verse edge 12 of the blank. More exactly, the auxiliary
crease lines 12a extends substantially parallel to the
transverse edge 12, delimiting the area 5b of the outlet
portion that will be sealed ultimately to close the container
1.
�[0051] In this type of embodiment, the blank 1a also
presents a set of angled crease lines 11c placed differ-
ently to the angled crease lines 11c on the outlet portion
5 of the blank 1a shown in figure 2. As illustrated in figure
11, each face 5a of the outlet portion 5 presents a pair
of angled crease lines 11c departing from respective
points of intersection between the transverse crease line
11b and the corresponding longitudinal crease lines 11a,
extending convergently toward and meeting at the aux-
iliary crease line 12a in such a way as to create three
substantially triangular areas 13.
�[0052] The blank 1a also presents angled crease lines
5c extending between the auxiliary crease line 12a and
the relative free transverse edge 12, that is to say across
the area that will be sealed to provide the seam closure
5b. It will be seen from figure 11 that these angled crease
lines 5c are associated with only two faces 5a of the outlet
portion 5, arranged in alternation with the two remaining
faces 5a.
�[0053] More exactly, the angled crease lines 5c occu-
pying the area of the seam closure 5b extend substan-
tially in divergent pairs toward the transverse edge 12 of
the blank 1a in such a way as to define respective trian-
gular areas, each constituting a relative pouring spout 5d

of the container 1. In order to give each spout 5d a sub-
stantially Vee-�shaped profile, the blank 1a also presents
a central fold line 12b associated with each pair of angled
crease lines 5c occupying the area of the seam closure
5b. The fold line 12b in question bisects the area com-
passed between the pair of angled crease lines 5c so as
to establish the preferential flow path afforded by the
spout 5d.
�[0054] With regard to the method by which the con-
tainer 1 is erected, the steps involved in forming the con-
tainer of figure 1 will now be described by way of example.
The relative blank 1a (figure 2) is bent initially along the
longitudinal crease lines 11a to produce an element of
substantially tubular configuration (figure 3). At this point,
the blank undergoes a sealing operation serving to an-
chor one overlapped longitudinal edge 15 and thus fix
the tubular shape produced by the initial bending step.
As a result of this same step, as discernible from figure
3, the longitudinal crease lines 11a will provide four cor-
ner edges combining to establish the shape of the con-
tainer 1, at least in part.
�[0055] Thereafter, the end portion 7 of the side wall 6
undergoes a further bending operation effected along
mutually opposed segments of the transverse crease line
11b, serving to establish the bottom end 8 of the container
1, at least in part (figure 4).
�[0056] More particularly, the step by which the end por-
tion 7 is bent will be performed preferably on the seg-
ments of the crease line 11b coinciding with the faces 7a
of the selfsame portion devoid of angled crease lines 11c.
Thus, the faces 7a in question are rotated inward and
toward the enclosure 4 to the point at which they are
positioned substantially perpendicular to the longitudinal
dimension of the container 1. During the course of this
step, the faces 7a of the end portion 7 furnished with
angled crease lines 11c will be forced to deform by the
displacement of the first two faces 7a, and to bend ulti-
mately along the selfsame angled lines 11c. In this way,
the end portion 7 assumes an outline and a position dif-
ferent to those of the initial tubular configuration.
�[0057] As illustrated in figure 4, the faces 7a of the end
portion 7 not provided with angled crease lines 11c as-
sume a position perpendicular to the longitudinal dimen-
sion of the container 1 and compassed within its cross-
sectional area, their edges joined along an area denoted
16 coinciding with a median plane of the selfsame con-
tainer.
�[0058] By contrast, the faces 7a scored with angled
crease lines 11c are bent double and caused to assume
a substantially triangular shape generated by the various
triangular areas 14 of the blank 1a. These faces 7a like-
wise are caused to assume positions perpendicular to
the longitudinal dimension of the container 1, albeit ex-
ternally of the square cross- �sectional outline.
�[0059] As discernible in figure 4, the triangular areas
14 are joined in part along a direction coinciding with the
aforementioned joined area 16, so that this same area
is extended on either side with no break in continuity.
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�[0060] Once the end portion 7 has been bent and fold-
ed, it will be secured hermetically by a seal effected along
the joined area 16, forming the bottom end 8 and conse-
quently the containing portion 3 of the container 1, at
least in part.
�[0061] To advantage, the end portion 7 disposed thus
perpendicularly to the longitudinal dimension of the con-
tainer 1 undergoes a further sealing operation designed
to separate the stiffening elements 10 geometrically from
the bottom end 8 of the container (figure 5). More exactly,
this operation consists in sealing together the two thick-
nesses of each stiffening element 10 along a respective
segment of the corresponding transverse crease line
11b, in other words along the base 10a of the relative
triangle. Accordingly, each stiffening element 10 is iso-
lated from the enclosure 4, which as a result presents an
internal space of substantially prismatic geometry having
no interstitial spaces or cavities.
�[0062] After the stiffening elements 10 have been
sealed, the terminal portion 7 is bent once more along
the segments of the transverse crease line 11b coinciding
with the aforementioned bases 10a, in such a way as to
fold the stiffening elements 10 over the bottom end 8 of
the container (figure 6). In other words, each stiffening
element 10 is rotated about the relative base 10a through
180° and flattened against the bottom of the container
with its vertex 10b directed toward the element 10 oppo-
site. In this position, the stiffening elements 10 are se-
cured permanently to the bottom end 8 by a further seal-
ing operation.
�[0063] Once the containing portion 3 of the container
1 has been formed, the outlet portion 5 will likewise be
folded and secured by further bending and sealing oper-
ations, which in the case of a container 1 as illustrated
in figure 1 will include the additional step of fitting and
securing a neck piece 9 to the outlet portion 5.
�[0064] The problems associated with the prior art are
overcome in accordance with the present invention, and
the stated objects duly realized.
�[0065] First and foremost, a container 1 according to
the invention ensures that liquid food products can be
kept over time in optimum condition, and not only prod-
ucts in general, but also those which are particularly del-
icate and/or perishable.
�[0066] In particular, with the inclusion of seals 10c ap-
plied selectively to areas of layered structure associated
with the bottom end 8, namely the stiffening elements 10
created by double-�folding the end portion 7 of the side
wall 6 and incorporating interstitial spaces, these can be
isolated from the main volume of the enclosure 4 and
thus prevented from retaining droplets and/or residual
traces of undesirable liquids, such as flushing fluids used
to cleanse the inside of the container 1, or of the food
product itself.
�[0067] Clearly, by eliminating the risk of stagnation at
the bottom of the container, it becomes possible to dis-
pense with all the lengthy and costly procedures con-
nected with inspecting and drying those areas where

flushing fluids could linger and contaminate the packaged
food product. Accordingly, the related production costs
are significantly reduced, as also are the costs of mar-
keting the container 1.

Claims

1. A container, in particular for preserving food prod-
ucts, consisting in a hollow structure (2) obtainable
by bending and sealing at least one substantially flat
blank (1a) and comprising: a containing portion (3)
providing an enclosure (4) in which to accommodate
at least one preservable products, presenting at least
one side wall (6) furnished with at least one end por-
tion (7) adaptable by bending and sealing operations
in such a way as to fashion a bottom end (8); and an
outlet portion (5) located at the end opposite to the
bottom end (8), permanently associated with the side
wall (6) of the containing portion (3) and combining
to establish the enclosure (4) at least in part, the
bottom end (8) fashioned from the end portion (7) of
the side wall (6) presenting at least one area of lay-
ered structure, namely a stiffening element (10) pre-
senting a layered structure, consisting in two thick-
nesses of material produced as a result of the end
portion (7) being folded double and a substantially
isosceles triangular outline of which the base (10a)
coincides with one corresponding side of the bottom
end (8) and the vertex (10b) opposite the base (10a)
is directed toward the middle of the selfsame bottom
end
characterized in that each stiffening element (10) �
incorporates interstitial spaces and is delimited by
at least one seal (10c) effected along said base (10a)
for closing off said base (10a) to totally enclose the
layered structure of each stiffening element (10)
around the periphery so as to isolate the area of lay-
ered structure from the enclosure (4) of the container
(1), thereby ensuring that the enclosure (4) encom-
passes a volume devoid of interstitial spaces and/or
stagnation points.

2. A container as in claim 1, wherein the seal (10c) de-
limiting the area of layered structure presented by
the bottom end (8) is applied to at least two parts of
the end portion (7) of the side wall (6), in such a way
that the selfsame parts are united to create a respec-
tive stiffening element (10) forming part of the bottom
end.

3. A container as in claim 1, of which the outlet portion
(5) incorporates a spout (5d) by which the food prod-
uct in the container can be caused to follow a pre-
determined preferential flow direction, wherein the
spout (5d) consists in a part of the outlet portion (5)
furnished with at least two crease lines (5c) extend-
ing divergently toward a free edge (12) of the outlet
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portion and capable of alternating between a non-
operating condition in which the container (1) is
closed with the spout (5d) retracted into the outlet
portion (5) and presenting a substantially flat config-
uration, and an operating condition in which the con-
tainer (1) is open with the spout (5d) projecting from
the selfsame outlet portion (5).

4. A container as in claim 1, wherein the outlet portion
(5) is furnished with at least one neck piece (9) con-
necting the enclosure (4) with the surrounding envi-
ronment, also with a relative element (9a) fitted to
and functioning as a closure for the selfsame neck
piece (9).

5. A container as in claims 1 to 4, wherein the container
(1) is of substantially prismatic shape, presenting a
polygonal cross section.

6. A container as in claims 1 to 4, wherein the container
(1) is of substantially cylindrical shape, presenting a
circular cross section.

7. A container as in claim 3, wherein the spout (5d)
presents a substantially Vee shaped cross sectional
profile when in the operating condition.

8. A method of manufacturing a container, in particular
for preserving food products, utilizing a substantially
flat blank (1a) of material presenting a plurality of
crease lines (11) generated by a scoring operation,
and comprising the steps of: causing the blank (1a)
to assume a substantially tubular shape establishing
at least one side wall (6) of the container (1) in pro-
duction; fixing the blank (1a) to retain the tubular
shape; bending the tubular blank (1a) along at least
two mutually opposed segments of a transverse
crease line (11b) delimiting an end portion (7) of the
side wall (6) so that the end portion is caused to bend
along angled crease lines (11c) departing from the
transverse crease line (11b) and extending conver-
gently toward a free transverse edge (12) of the tu-
bular blank (1a), in such a way as to create a bottom
end (8) of the container (1) in production, and at least
two mutually opposed stiffening elements (10) of lay-
ered structure consisting in two thicknesses of ma-
terial produced as a result of the end portion (7) being
folded double and having a substantially isosceles
triangular outline of which the base (10a) coincides
with one corresponding side of the bottom end (8);�
fixing the bottom end (8) and the stiffening elements
(10) by sealing together two joined faces of the free
transverse edge (12) presented by the tubular blank
(1a); bending the end portion (7) further along mu-
tually opposed segments of the transverse crease
line (11b) delimiting the stiffening elements (10) so
that these same elements are flattened over the bot-
tom end (8); and securing the stiffening elements

(10) to the bottom end (8),�
characterized in that each stiffening element (10) �
incorporates interstitial spaces and is delimited by
at least one seal (10c) effected along said base (10a)
for closing off said base (10a) to totally enclose the
layered structure of each stiffening element (10)
aground the periphery so as to isolate the area of
layered structure from the enclosure (4) of the con-
tainer (1), thereby ensuring that the enclosure (4)
encompasses a volume devoid of interstitial spaces
and/or stagnation points.

9. A method as in claim 8, wherein the step of sealing
each stiffening element (10) is effected before these
same elements are bent along the respective seg-
ments of the transverse crease line (11b).

Patentansprüche

1. Behälter, insbesondere zur Aufbewahrung von Le-
bensmittelprodukten, bestehend aus einer höhlen
Aufnahmestruktur (2), die durch Falten und Versie-
geln zumindest eines im Wesentlichen flachen Zu-
schnittes (1a) erhalten werden kann und Folgendes
beinhaltet: einen Aufnahmeabschnitt (3), der einen
Fassungsraum (4) zur Aufnahme mindestens eines
aufzubewahrenden Produktes bereitstellt und der
mindestens eine Seitenwand (6) aufweist, die mit
mindestens einem Endabschnitt (7) versehen ist, der
durch Falt- und Siegelvorgänge derart angepasst
werden kann, dass er ein Bodenende (8) bildet; so-
wie einen Auslassabschnitt (5) der an dem Ende ge-
genüber dem Bodenende (8) angeordnet ist, fest mit
der Seitenwand (6) des Aufnahmeabscbnittes (3)
verbunden ist und zumindest teilweise zur Bildung
des Fassungsraumes (4) beiträgt; wobei das Bode-
nende (8), das aus dem Endabschnitt (7) der Sei-
tenwand (6) gebildet ist, mindestens einen Bereich
mit überlagerter Struktur aufweist, und zwar ein Ver-
steifungselement (10) mit überlagerter Struktur, die
aus zwei Materialstärken besteht und dadurch er-
halten wird, dass der Endabschnitt (7) doppelt ge-
faltet wird und die im Wesentlichen die Form eines
gleichschenkligen Dreiecks aufweist, dessen Basis
(10a) mit einer entsprechenden Seite des Bodenen-
des (8) übereinstimmt und dessen Spitze (10b), die
der Basis (10a) gegenüber liegt, zur Mitte des ge-
nannten Bodenendes hin ausgerichtet ist,�
wobei der genannte Behälter dadurch gekenn-
zeichnet ist, dass jedes Versteifungselement (10)
Zwischenräume enthält und durch mindestens eine
Versiegelung (10c) begrenzt wird, die entlang der
Basis (10a) ausgeführt wird, um die Basis (10a) so
abzusperren, dass die überlagerte
Struktur jedes Versteifungselementes (10) an sei-
nem Umfang entlang völlig abgeschlossen wird, da-
mit der Bereich mit überlagerter Struktur von dem
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Fassungsraum (4) des Behälters (1) isoliert ist, so
dass sichergestellt wird, dass der Fassungsraum (4)
ein Volumen umfasst, das frei von Zwischenräumen
und/ �oder Staupunkten ist.

2. Behälter nach Anspruch 1, worin die Versiegelung
(10c), die den am Bodenende (8) vorgesehenen Be-
reich mit überlagerter Struktur abgrenzt, an minde-
stens zwei Teilen des Endabschnittes (7) der Sei-
tenwand (6) ausgeführt wird, so dass diese Teile mit-
einander verbunden sind, um ein entsprechendes
Versteifungselement (10) zu bilden, das Bestandteil
des Bodenendes ist.

3. Behälter nach Anspruch 1, dessen Auslassabschnitt
(5) einen Ausgießer (5d) beinhaltet, durch den das
im Behälter enthaltene Lebensmittelprodukt veran-
lasst werden kann, einer vorbestimmten, bevorzug-
ten Fließrichtung zu folgen, worin der Ausgießer (5d)
aus einem Teil des Auslassabschnittes (5) besteht,
der mit mindestens zwei Falzlinien (5c) versehen ist,
die sich auseinanderlaufend zu einer freien Kante
(12) des Auslassabschnittes hin erstrecken und
wechseln können zwischen einem Ruhezustand, in
dem der Behälter (1) geschlossen und der Ausgießer
(5d) in den Auslassabschnitt (5) zurückgezogen ist
und eine im Wesentlichen flache Konfiguration zeigt,
und einem Arbeitszustand, in dem der Behälter (1)
geöffnet ist und der Ausgießer (5d) vom genannten
Auslassabschnitt (5) hervorsteht.

4. Behälter nach Anspruch 1, worin der Auslassab-
schnitt (5) mit mindestens einem Halsteil (9) ausge-
stattet ist, das den Fassungsraum (4) mit der umlie-
genden Umgebung verbindet, sowie mit einem ent-
sprechenden Element (9a), das auf dem Halsteil (9)
angebracht wird und als Verschluss dafür dient.

5. Behälter nach den Ansprüchen 1 bis 4, worin der
Behälter (1) eine im Wesentlichen prismatische
Form mit polygonalem Querschnitt aufweist.

6. Behälter nach den Ansprüchen 1 bis 4, worin der
Behälter (1) eine im Wesentlichen zylindrische Form
mit kreisförmigem Querschnitt aufweist.

7. Behälter nach Anspruch 3, worin der Ausgießer (5d)
ein im Wesentlichen V-�förmiges Querschnittprofil
aufweist, wenn er sich im Arbeitszustand befindet.

8. Verfahren zur Herstellung eines Behälters, insbe-
sondere zur Aufbewahrung von Lebensmittelpro-
dukten, unter Verwendung eines im Wesentlichen
flachen Zuschnittes (1a) aus einem Material, das
mehrere, durch Rillung erzeugte Falzlinien (11) auf-
weist und folgende Schritte beinhaltet: Veranlassen
des Zuschnittes (1a), eine im Wesentlichen rohrför-
mige Gestalt anzunehmen, um mindestens eine Sei-

tenwand (6) des zu fertigenden Behälters (1) zu bil-
den; Fixieren des Zuschnittes (1a), um die rohrför-
mige Gestalt beizubehalten; Falten des rohrförmi-
gen Zuschnittes (1a) entlang mindestens zwei ein-
ander gegenüberliegenden Segmenten einer quer
verlaufenden Falzlinie (11b), die einen Endabschnitt
(7) der Seitenwand (6) begrenzt, so dass die Faltung
des Endabschnittes entlang schräg verlaufender
Falzlinien (11c) bewirkt wird, die sich ausgehend von
der quer verlaufenden Falzlinie (11b) konvergierend
zu einer freien Querkante (12) des rohrförmigen Zu-
schnittes (1a) hin erstrecken, um auf diese Weise
ein Bodenende (8) des zu fertigenden Behälters (1)
zu bilden, sowie mindestens zwei einander gegen-
überliegende Versteifungselemente (10) mit überla-
gerter Struktur, die aus zwei Materialstärken besteht
und dadurch erhalten wird, dass der Endabschnitt
(7) doppelt gefaltet wird und die im Wesentlichen die
Form eines gleichschenkligen Dreiecks aufweist,
dessen Basis (10a) mit einer entsprechenden Seite
des Bodenendes (8) übereinstimmt; Fixieren des
Bodenendes (8) und der Versteifungselemente (10)
durch Zusammensiegeln von zwei verbundenen Flä-
chen der freien Querkante (12), die der rohrförmige
Zuschnitt (1a) aufweist; Falten des Endabschnittes
(7) weiter entlang einander gegenüberliegenden
Segmenten der quer verlaufenden Falzlinie (11b),
welche die Versteifungselemente (10) begrenzt, so
dass diese Elemente flach gegen das Bodenende
(8) angelegt werden; und Befestigen des Verstei-
fungselementes (10) an dem Bodenende (8),�
wobei das genannte Verfahren dadurch gekenn-
zeichnet ist, dass das Versteifungselement (10)
Zwischenräume enthält und durch mindestens eine
Versiegelung (10c) begrenzt wird, die entlang der
Basis (10a) ausgeführt wird, um die Basis (10a) so
abzusperren, dass die überlagerte Struktur jedes
Versteifungselementes (10) an seinem Umfang ent-
lang völlig abgeschlossen wird, damit der Bereich
mit überlagerter Struktur von dem Fassungsraum (4)
des Behälters (1) isoliert ist, so dass sichergestellt
wird, dass der Fassungsraum (4) ein Volumen um-
fasst, das frei von Zwischenräumen und/�oder Stau-
punkten ist.

9. Verfahren nach Anspruch 8, worin der Schritt des
Versiegelns jedes Versteifungselementes (10) aus-
geführt wird, bevor diese Elemente entlang der ent-
sprechenden Segmente der quer verlaufenden Falz-
linie (11b) gefaltet werden.

Revendications

1. Un récipient, en particulier pour conserver des pro-
duits alimentaires, consistant en une structure creu-
se (2) pouvant être obtenue par pliage et soudage
d’au moins une découpe (1a) essentiellement plate
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et comprenant : une partie - contenant (3) consti-
tuant une enceinte (4) dans laquelle loger au moins
un produit à conserver, présentant au moins une pa-
roi latérale (6) dotée d’au moins une portion d’extré-
mité (7) qui peut être adaptée par le biais d’opéra-
tions de pliage et de soudage pour réaliser un fond
(8) ; et une partie de sortie (5) située au niveau de
l’extrémité opposée au fond (8), associée de façon
permanente à la paroi latérale (6) de la partie - con-
tenant (3) et se combinant pour constituer l’enceinte
(4) au moins en partie, le fond (8) réalisé à partir de
la portion d’extrémité (7) de la paroi latérale (6) pré-
sentant au moins une zone à structure stratifiée, à
savoir un élément de renforcement (10) présentant
une structure stratifiée, consistant en deux épais-
seurs de matériau issues du pliage double de la por-
tion d’extrémité (7), et un contour triangulaire essen-
tiellement isocèle dont la base (10a) coïncide avec
un côté correspondant du fond (8) et dont le sommet
(10b) opposé à la base (10a) est orienté vers le milieu
de ce même fond, ledit récipient étant caractérisé
en ce que  chaque élément de renforcement (10)
incorpore des interstices et est délimité par au moins
une soudure (10c) effectuée le long de ladite base
(10a) pour fermer ladite base (10a) de manière à
clore totalement la structure stratifiée de chaque élé-
ment de renforcement (10) autour de la périphérie
pour isoler la zone à structure stratifiée de l’enceinte
(4) du récipient (1), garantissant ainsi que l’enceinte
(4) renferme un volume privé d’interstices et/ou de
points de stagnation.

2. Le récipient selon la revendication 1, caractérisé
en ce que  la soudure (10c) délimitant la zone à struc-
ture stratifiée présentée par le fond (8) est effectuée
sur au moins deux parties de la portion d’extrémité
(7) de la paroi latérale (6), de manière à ce que ces
mêmes parties soient unies pour constituer un élé-
ment de renforcement (10) respectif faisant partie
du fond.

3. Le récipient selon la revendication 1, dont la partie
de sortie (5) incorpore un bec verseur (5d) servant
à véhiculer le produit alimentaire contenu dans le
récipient suivant une direction d’écoulement préfé-
rentielle prédéfinie, caractérisé en ce que  le bec
verseur (5d) consiste en une partie de la partie de
sortie (5) dotée d’au moins deux lignes de pliage (5c)
s’étendant de façon divergente vers un bord libre
(12) de ladite partie de sortie et pouvant alterner en-
tre une condition non opérationnelle dans laquelle
le récipient (1) est fermé avec le bec verseur (5d)
rentré dans la partie de sortie (5) et présentant une
configuration essentiellement plate, et une condition
opérationnelle dans laquelle le récipient (1) est
ouvert avec le bec verseur (5d) dépassant de ladite
partie de sortie (5).

4. Le récipient selon la revendication 1, caractérisé
en ce que  la partie de sortie (5) est dotée d’au moins
un élément à collerette (9) mettant l’enceinte (4) en
communication avec l’environnement extérieur, ain-
si que d’un élément (9a) respectif monté sur et ser-
vant à fermer ce même élément à collerette (9).

5. Le récipient selon les revendications de 1 à 4, ca-
ractérisé en ce que  le récipient (1) a une forme
essentiellement prismatique, présentant une section
transversale polygonale.

6. Le récipient selon les revendications de 1 à 4, ca-
ractérisé en ce que  le récipient (1) a une forme
essentiellement cylindrique, présentant une section
transversale circulaire.

7. Le récipient selon la revendication 3, caractérisé
en ce que  le bec verseur (5d) présente, quand il se
trouve dans la condition opérationnelle, un profil es-
sentiellement en « V » en coupe transversale.

8. Un procédé de fabrication d’un récipient, en particu-
lier pour conserver des produits alimentaires, utili-
sant une découpe (1a) essentiellement plate de ma-
tériau présentant une pluralité de lignes de pliage
(11) obtenues par une opération de rainage, et com-
prenant les phases consistant à : conférer à la dé-
coupe (1a) une forme essentiellement tubulaire pour
définir au moins une paroi latérale (6) du récipient
(1) en cours de réalisation ; fixer la découpe (1a)
pour maintenir la forme tubulaire ; plier la découpe
(1a) tubulaire le long d’au moins deux segments mu-
tuellement opposés d’une ligne de pliage transver-
sale (11b) délimitant une portion d’extrémité (7) de
la paroi latérale (6) de manière à déterminer un plia-
ge de ladite portion d’extrémité le long de lignes de
pliage obliques (11c) s’étendant à partir de la ligne
de pliage transversale (11b) et convergeant vers un
bord libre transversal (12) de la découpe (1a) tubu-
laire, de manière à constituer un fond (8) du récipient
(1) en cours de réalisation, et au moins deux élé-
ments de renforcement (10) mutuellement opposés
à structure stratifiée consistant en deux épaisseurs
de matériau issues du pliage double de la portion
d’extrémité (7) et ayant un contour triangulaire es-
sentiellement isocèle dont la base (10a) coïncide
avec un côté correspondant du fond (8) ; fixer le fond
(8) et les éléments de renforcement (10) par souda-
ge de deux faces unies du bord libre transversal (12)
présenté par la découpe (1a) tubulaire ; plier encore
la portion d’extrémité (7) le long de segments mu-
tuellement opposés de la ligne de pliage transver-
sale (11b) délimitant les éléments de renforcement
(10) de manière à ce que ces mêmes éléments
soient rabattus sur le fond (8) ; et fixer les éléments
de renforcement (10) sur le fond (8), ledit procédé
étant caractérisé en ce que  chaque élément de ren-
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forcement (10) incorpore des interstices et est déli-
mité par au moins une soudure (10c) effectuée le
long de ladite base (10a) pour fermer ladite base
(10a) de manière à clore complètement la structure
stratifiée de chaque élément de renforcement (10)
autour de la périphérie pour isoler la zone à structure
stratifiée de l’enceinte (4) du récipient (1), garantis-
sant ainsi que l’enceinte (4) renferme un volume pri-
vé d’interstices et/ou de points de stagnation.

9. Le procédé selon la revendication 8, caractérisé en
ce que  la phase de soudage de chaque élément de
renforcement (10) est effectuée avant que ces mê-
mes éléments soient pliés le long des segments res-
pectifs de la ligne de pliage transversale (11b).
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