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(54) Apparatus and method for manoeuvring products

(57) Packaging apparatus for randomly orientated
fragile solid products comprising:
a) An apparatus for manoeuvring randomly orientated
products prior to packaging, the apparatus comprising at
least one conveying means for conveying the products
and a vibratory conveyor arranged to receive the prod-
ucts from the at least one conveying means, wherein the
mechanical alignment means are arranged to sort the
products into parallel lines of products and wherein the
vibratory conveyor comprises:
an upstream portion having a conveying surface ar-

ranged for increasing transverse spacings between the
products;
a downstream portion having mechanical alignment
means arranged to align the products and sort the prod-
ucts into a plurality of lines; and

b) a stick-pack packaging machine arranged to receive
products from the apparatus and package the products
in stick-packs,
wherein the stick-pack packaging machine comprises
multiple packaging lines arranged in parallel to each re-
ceive respective lines of the products.
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Description

Field of the Invention

[0001] This invention relates to an apparatus and
method for manoeuvring food products prior to packag-
ing. In particular, though not exclusively, the invention
relates to such an apparatus and method for fragile food
products having an elongate shape, such as extruded
confectionery or bakery products.

Background to the Invention

[0002] The packaging of some elongate food products
has previously been carried out by a roll wrapping proc-
ess. According to the roll wrapping process, a web of
packaging material is simply wound around each prod-
uct. The packaging material for such products is typically
a single layer plastics material or a laminate consisting
of plastics and aluminium foil layers.
[0003] It has been recognised in the art that conven-
tional roll wrapping processes are disadvantageous be-
cause they are not economical in their use of the pack-
aging material. Furthermore, conventional roll wrapping
processes are not capable of providing a hermetic seal,
with the consequence that the packaged products may
have short shelf lives (this being a particular problem in
relation to packaged food products). Moreover, roll wrap-
ping processes are unsuitable for many products for a
variety of other reasons.
[0004] For the packaging of many food products,
"form, fill and seal" processes capable of providing a her-
metic seal are used. One such process suitable for pack-
aging elongate food products is known as flow wrapping.
In the flow wrapping process, a continuous web of pack-
aging material is fed around a folding box which serves
to form the material into the desired cross-sectional
shape. At the same time, elongate food products are se-
quentially moved into the packaging material by an in-
feed conveyor. As the products reach the end of the pack-
aging line, heated rollers make transverse seals across
the width of the packaging material to separate adjacent
ones of the products. A further set of heated rollers join
the opposite longitudinal edges of the packaging material
together to enclose the products before a cutting knife
separates the individual packages. A flow wrapping proc-
ess is described in more detail in GB 2303111 A.
[0005] A problem with the flow wrapping process de-
scribed above is that relatively complicated machinery is
required. Furthermore, flow wrapping can cause cosmet-
ic damage to fragile food products.
[0006] Another form, fill and seal process used for the
packaging of some food products is known as stick-pack
packaging. In this process, a continuous web of packag-
ing material is folded around a filler tube. Transverse and
longitudinal seals are formed in the packaging material
at the same time as a liquid, semi-liquid or granular solid
is pumped through the filler tube and packaged in the

resulting stick-packs. Stick-pack packaging is described
in more detail in US 2007/0173395 A1.
[0007] Although the cycle time for stick-pack packag-
ing is usually somewhat greater than that for flow wrap-
ping, stick-pack packaging machines having multiple,
parallel packaging lines are available. For example, stick-
pack packaging machines having 16 parallel lines are
known. Consequently, stick-pack packaging is generally
very efficient because high packaging rates can be main-
tained.
[0008] Stick-pack packaging has heretofore only been
used for packaging pumpable or flowing food products
such as semi-liquid sauces and granular sugar. One rea-
son for the lack of application of stick-pack packaging to
non-flowing solids relates to the technical difficulties of
orientating and feeding such products into multiple lines
at sufficient speeds.

Summary of the Invention

[0009] The inventors have surprisingly found that the
stick-pack packaging process only used before for pack-
aging pumpable or flowing food products such as semi-
liquid sauces and granular powder is suitable for the
packaging of non-flowing, solid, food products. Moreo-
ver, it has been surprisingly found that stick-pack pack-
aging is particularly suitable for the packaging of fragile
or very fragile confectionery and bakery products be-
cause the risk of damage to the products as they pass
through the packaging machine is low.
[0010] The apparatus according to the invention allow
following improvements:

packing individually at very high speed very fragile
solid food products, such as wafer products.

[0011] Furthermore, the inventors have conceived an
apparatus and method for manoeuvring fragile food prod-
ucts which overcomes at least some of the technical dif-
ficulties associated with orientating and feeding the prod-
ucts into multiple lines.
[0012] Accordingly, a first aspect of the invention pro-
vides an apparatus for manoeuvring products, more par-
ticularly randomly orientated products, such as food
products, prior to packaging, the apparatus comprising
at least one conveying means for conveying the products
and a vibratory conveyor arranged to receive the prod-
ucts from the at least one conveying means, wherein the
vibratory conveyor comprises:

an upstream portion having a conveying surface ar-
ranged for increasing transverse spacings between
the products; and
a downstream portion having mechanical alignment
means arranged to align the products and sort the
products into a plurality of lines.

[0013] It has been found that this combination of at
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least one conveying means and a vibratory conveyor
having different upstream and downstream portions is
particularly suitable for supplying food products to a multi-
line or multi-lane stick-pack packaging machine at an ap-
propriate rate.
[0014] For clarification it is to be understood the ex-
pression multi-line as a packaging system with several
parallel machines and multi-lane as a single machine with
several parallel infeeds.
[0015] In particular, the upstream portion of the vibra-
tory conveyor, which may have a flat conveying surface,
serves to increase transverse spacings between the
products and the downstream portion of the vibratory
conveyor serves to align the products and sort them into
multiple lines. By increasing the transverse spacings be-
tween products, the products can more easily be sorted
into multiple lines without damage to the products.
[0016] The surface of the upstream portion of the vi-
bratory conveyor has a surface which does not constrain
the transverse movement of the products, so that the
vibrations cause transverse spreading of the products as
they are conveyed primarily in a longitudinal direction.
The surface of this portion of the vibratory conveyor may
be substantially flat.
[0017] The mechanical alignment means of the down-
stream portion of the vibratory conveyor may comprise
upstanding members having longitudinal guide surfaces
pairs of which may be tapered. Alternatively, the mechan-
ical alignment means may comprise elongate channels
formed into the conveying surface of the vibratory con-
veyor. In this case, the channels may have any suitable
cross-section, including channels having parallel walls
(e.g. having a rectangular cross-section) or tapered walls
(e.g. having a triangular cross-section). The mechanical
alignment means are arranged to engage, align and sort
the products into multiple lines.
[0018] The longitudinal positions of the leading edges
of the mechanical alignment means may vary with their
transverse location. For example, the leading edges of
the relatively outboard mechanical alignment means may
be positioned upstream of the leading edges of the rel-
atively central mechanical alignment means.
[0019] The mechanical alignment means are prefera-
bly arranged to sort the products into (geometrically) par-
allel lines of products, although diverging or converging
lines are also possible if the transverse spread of prod-
ucts does not match that of in-feed lines or in-feed lane
of the packaging machine.
[0020] The vibratory conveyor may, for example, be
an electromagnetic-type vibratory conveyor. Suitable
conveyors of this type are commercially available and
will be known to those skilled in the art. Other types of
vibratory conveyor may also be suitable.
[0021] The apparatus may also comprise an in-feed
conveyor for a packaging machine arranged to receive
the products from the vibratory conveyor, the vibratory
conveyor and the in-feed conveyor defining a separation
gap for the removal of detritus and under-sized products.

In this way the packaging of matter other than acceptable
food products can be minimised. In general, it is preferred
that the separation gap be set to approximately one third
of the product’s length. For packaging machines not re-
quiring an in-feed conveyor, the separation gap may be
provided directly between the vibratory conveyor and the
packaging machine.
[0022] The at least one conveying means may com-
prise a plurality of conveying means, in which case each
conveying means other than the first may be arranged
to convey products at a higher speed than an immediately
upstream conveyor means. In this way, the longitudinal
spacings between the products may be increased to
thereby minimise product damage. The longitudinal
spacings between the products may also be increased
to thereby facilitate the uniform distribution and separa-
tion of the products.The at least one conveying means
may alternatively or additionally serve as a product buffer
so that the product forming line need not be stopped dur-
ing short, planned stoppages of the packaging machine.
[0023] Each conveying means of the plurality of con-
veying means may be a belted conveyor, such as an
endless belt conveyor. In this case, the conveyors may
be inclined such that the upstream edge of a relatively
downstream conveyor is arranged below the down-
stream edge of a relatively upstream conveyor. In this
way, the conveying height of the entire apparatus can be
maintained relatively constant from end to end. Static
chutes may be provided between the conveyors to re-
duce the risk of damaging the products.
[0024] In a particularly preferred embodiment, the plu-
rality of conveying means consist of two endless belt con-
veyors inclined at an angle of 8.5 degrees to the horizon-
tal, with a static chute provided between the conveyors.
[0025] The apparatus may further comprise a static
chute arranged upstream of the plurality of conveying
means for providing a supply of products to a first con-
veying means of the plurality. The static chute may be
arranged to increase or reduce the transverse spacings
between the products. The static chute may be angled
downwardly at an angle of from 20 to 40 degrees, pref-
erably from 22 to 28 degrees, and most preferably about
25 degrees.
[0026] The invention also provides a packaging appa-
ratus for products, more particularly randomly orientated
food products comprising the apparatus described above
and a stick-pack packaging machine arranged to receive
products from the apparatus and package the products
in stick-packs, wherein the stick-pack packaging ma-
chine comprises multiple packaging lines arranged in
parallel to receive respective lines of the products. The
stick-pack packaging machine may, for example, com-
prise 16 packaging lines.
[0027] Delivery tubes of the stick-pack packaging ma-
chine, which are arranged to receive the lines of products,
preferably have a substantially vertical orientation so that
the products can pass through the tubes by gravity.
[0028] According to another aspect of the invention,
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there is provided use of the apparatus described above
for packaging non-flowing solid food products, such as
fragile confectionery or bakery products. The products
may be of elongate form and have a substantially con-
stant shape and size.
[0029] According to yet another aspect of the inven-
tion, there is provided a method of manoeuvring random-
ly orientated products, such as food products, prior to
packaging, the method comprising conveying the prod-
ucts using at least one conveying means and further con-
veying the products using a vibratory conveyor arranged
to receive the products from the at least one conveying
means, wherein:

transverse spacings between the products are in-
creased as the products are conveyed by an up-
stream portion of the vibratory conveyor; and
the products are aligned and sorted into a plurality
of lines by a downstream portion of the vibratory con-
veyor having mechanical alignment means.

[0030] Other aspects and features of the invention will
be apparent from the detailed description of the invention
which follows.

Brief Description of the Drawings

[0031] Specific embodiment of the invention will now
be described, by way of example only, with reference to
the accompanying drawings, in which:

Figure 1 is a schematic plan view of an apparatus
for manoeuvring elongate food products according
to the invention;
Figure 2 is a schematic side view of the apparatus
shown in Figure 1;
Figure 3 is a schematic plan view of another appa-
ratus for manoeuvring elongate food products ac-
cording to the invention; and
Figure 4 is a flow chart for use in explaining a method
for manoeuvring elongate food products according
to the invention.

Detailed Description

[0032] The invention provides an apparatus for ma-
noeuvring products, more particularly randomly orientat-
ed food products prior to packaging. The apparatus com-
prises at least one conveying means for conveying the
products and a vibratory conveyor arranged to receive
the products from the at least one conveying means. The
vibratory conveyor comprises an upstream portion hav-
ing a conveying surface arranged for increasing trans-
verse spacings between the products. The vibratory con-
veyor also comprises a downstream portion having me-
chanical alignment means arranged to align the products
and sort the products into a plurality of lines.
[0033] With reference to Figures 1 and 2, an apparatus

1 for manoeuvring elongate food products according to
the invention comprises a static chute 3, first and second
endless belt conveyors 5, 7 and a vibratory conveyor 9.
The apparatus 1 is arranged to receive randomly orien-
tated elongate confectionery products from an out-feed
conveyor 11 of a product forming line and to supply a
plurality of lines of aligned products to the in-feed con-
veyor 13 of a multiple-line stick-pack packaging machine
15.
[0034] The apparatus also comprises an operator con-
sole 17 which includes a controller for controlling the op-
eration of the first and second endless belt conveyors 5,
7 and the vibratory conveyor 9.
[0035] Suitable designs for the product forming line will
be known to those skilled in the art. For example, the
product forming line may comprise an extruder arranged
to extrude cereal-based confectionery bars. Similarly,
suitable designs for the stick-pack packaging machine
15 will be known to those skilled in the art. One such
machine is available from the company MASEK HOLD-
ING, a.s. of Czech Republic under the product designa-
tion "HBV 4". Such a machine comprises delivery tubes
into which the products are dropped one-by-one.
[0036] The static chute 3 comprises a smooth surface
angled downwards at an angle of 25 degrees to the hor-
izontal, which angle has been found to allow products to
easily slide without causing damage. Depending on the
nature of the product being conveyed, it may be neces-
sary to adjust the angle of the static chute 3 in a manner
which will be understood by those skilled in the art. The
surface of the static chute 3 is provided with diverging
sides and a concave surface so that the transverse spac-
ings between the products are increased.
[0037] The static chute 3 is arranged to supply prod-
ucts to the first endless belt conveyor 5 and the first end-
less belt conveyor 5 is arranged to convey products to a
second endless belt conveyor 7. The first and second
endless belt conveyors 5, 7 are linked by another static
chute 19 and are inclined at an angle of 8.5 degrees to
the horizontal so that the entire apparatus 1 is maintained
at a relatively consistent height. Suitable designs for the
endless belt conveyors 5, 7 will be known to those skilled
in the art.
[0038] The second endless belt conveyor 7 is arranged
to operate at a higher speed than that of the first endless
belt conveyor 5, and the first endless belt conveyor 5 is
arranged to operate at a higher speed than that of the
out-feed conveyor 11 of the product forming line. In this
way, the endless belt conveyors 5, 7 serve to increase
the longitudinal spacings between the products. The end-
less belt conveyors 5, 7 may also function as a buffer
store for products, thereby allowing the product forming
line to continue running during short stoppages of the
stick-pack packaging machine 15.
[0039] The second endless belt conveyor 7 is arranged
to convey products to an electromagnetic-type vibratory
conveyor 9 via a static chute 21. Suitable designs for the
vibratory conveyor 9 will be known to those skilled in the
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art. Such conveyors are available from Cox & Plant Prod-
ucts Limited, a UK company.
[0040] The vibratory conveyor 9 is arranged to convey
the products towards the in-feed conveyor 13 of the stick-
pack packaging machine 13. A first, upstream portion of
the vibratory conveyor 9 is provided with a smooth con-
veying surface, which allows the products to spread out
in a transverse direction. A second, downstream portion
of the vibratory conveyor 9 is provided with mechanical
alignment means 23 in the form of "V" shaped, or trian-
gular, channels formed in the conveying surface.
[0041] The alignment channels of the vibratory con-
veyor 9 are arranged across the transverse width of the
conveyor 9 and are parallel to the conveying direction.
The channels are arranged in straight lines. The channels
serve to align the products in an end-to-end orientation,
i.e. with their long sides parallel to the length direction of
the channels. Furthermore, the channels serve to sort
the products into a plurality of lines of products.
[0042] The vibratory conveyor 9 therefore provides a
plurality of lines of aligned products to the in-feed con-
veyor 13 of the stick-pack packaging machine 15. The
lines are arranged so that they are provided to respective
delivery tubes of the stick-pack packaging machine 15,
which delivery tubes have a substantially vertical orien-
tation.
[0043] A longitudinal separation gap 25 of one third of
the length of the products is provided between the vibra-
tory conveyor 9 and the in-feed conveyor 13 of the stick-
pack packaging machine 15. The separation gap 25 pre-
vents matter other than the food products from being
packaged, and allows for the removal of detritus and un-
der-sized products.
[0044] Figure 3 is a schematic plan view of another
apparatus 101 for manoeuvring elongate food products
according to the invention. This apparatus 101 is similar
to the apparatus shown in Figures 1 and 2, except that
a pair of lines 103, 105 each extends from the out-feed
conveyor 107 of the product forming line. Each of these
lines 103, 105 is similar to the apparatus shown in Figures
1 and 2. The apparatus 101 shown in Figure 3 is therefore
capable of a much higher packaging rate than that shown
in Figures 1 and 2.
[0045] Figure 4 is a flow chart for use in explaining a
method for manoeuvring elongate food products accord-
ing to the invention. The method may conveniently be
performed using the apparatus illustrated in Figures 1
and 2 or Figure 3.
[0046] According to a first step of the method, elongate
confectionery products are received from an out-feed
conveyor of a product forming line (201). The products
are then conveyed using a plurality of conveying means
arranged in series (203). Each conveying means other
than the first conveying means is arranged to convey the
products at a higher velocity than the immediately up-
stream conveying means. In this way, the longitudinal
separation distance between products can be increased.
[0047] After being conveyed by a final one of the con-

veying means, the products are conveyed by a vibratory
conveyor (205). The vibratory conveyor is provided with
a first portion having a float surface of transversely
spreading the products and a second portion having me-
chanical alignment means in the form of "V" shaped chan-
nels formed in the conveying surface of the vibratory con-
veyor. The mechanical alignment means serve to align
the products and sort them into a plurality of lines suitable
for delivery to a multiple-line stick-pack packaging ma-
chine.
[0048] Specific examples of the invention have been
described above. Various changes within the scope of
the claims will be readily apparent to those skilled in the
art.
[0049] For example, the apparatus described above is
suitable for manoeuvring food products prior to packag-
ing. However, the apparatus may alternatively be suitable
or adapted for manoeuvring other types of products, such
as cosmetic products and medical equipment and sup-
plies, prior to packaging.

Claims

1. Packaging apparatus for product, particularly ran-
domly orientated fragile solid products comprising:

a) An apparatus for manoeuvring product, par-
ticularly randomly orientated products prior to
packaging, the apparatus comprising at least
one conveying means for conveying the prod-
ucts and a vibratory conveyor arranged to re-
ceive the products from the at least one convey-
ing means, wherein the mechanical alignment
means are arranged to sort the products into
parallel lines of products and wherein the vibra-
tory conveyor comprises:

an upstream portion having a conveying
surface arranged for increasing transverse
spacings between the products;
a downstream portion having mechanical
alignment means arranged to align the
products and sort the products into a plural-
ity of lines; and

b) a stick-pack packaging machine arranged to
receive products from the apparatus and pack-
age the products in stick-packs,
wherein the stick-pack packaging machine com-
prises multiple packaging lines arranged in par-
allel to each receive respective lines of the prod-
ucts.

2. Apparatus according to claim 1, wherein the me-
chanical alignment means comprise upstanding
members having longitudinal guide surfaces and/or
elongate channels formed into the conveying sur-
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face of the vibratory conveyor.

3. Apparatus according to any preceeding claim,
wherein the vibratory conveyor is an electromagnet-
ic-type vibratory conveyor.

4. Apparatus according to any preceding claim, further
comprising an in-feed conveyor for a packaging ma-
chine, the in-feed conveyor being arranged to re-
ceive the products from the vibratory conveyor, the
vibratory conveyor and the in-feed conveyor defining
a longitudinal separation gap for the removal of de-
tritus and under-sized products.

5. Apparatus according to any preceding claim, where-
in the at least one conveying means comprises a
plurality of conveying means, each conveying
means other than the first being arranged to convey
the products at a higher speed than an immediately
upstream conveying means.

6. Apparatus according to claim 5, wherein each of the
conveying means is a belted conveyor.

7. Apparatus according to any preceding claim, further
comprising a static chute arranged upstream of the
at least one conveying means for providing a supply
of products to a first one of the at least one conveying
means, wherein the static chute is arranged to in-
crease the transverse spacings between products.

8. Apparatus according to any preceding claim, for ma-
noeuvring randomly orientated food products prior
to packaging.

9. Packaging apparatus according to claim 8, wherein
delivery tubes of the stick-pack packaging machine
have a substantially vertical orientation.

10. Use of the apparatus according to any preceding
claim for packaging non-flowing solid food products.

11. Use according to claim 10, wherein the food products
are confectionery or bakery products.

12. Use according to claim 10 or 11, wherein the food
products are elongate food products having a sub-
stantially constant shape and size.

13. A method of manoeuvring randomly orientated prod-
ucts prior to packaging, the method comprising con-
veying the products using at least one conveying
means and further conveying the products using a
vibratory conveyor arranged to receive the products
from the at least one conveying means, wherein:

transverse spacings between the products are
increased as the products are conveyed by an

upstream portion of the vibratory conveyor; and
the products are aligned and sorted into a plu-
rality of lines by a downstream portion of the
vibratory conveyor having mechanical align-
ment means.

14. Method according to claim 13, wherein the products
are food products.

15. Apparatus, use or method substantially as herein-
before described and/or as illustrated in the draw-
ings.
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