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Description

[0001] The present disclosure relates to filter media for use in filtering gases. The disclosure particularly relates to
media packs that use z-filter media which comprises a corrugated media sheet secured to facing sheet, formed into a
media pack. More specifically, the disclosure relates to such media packs and their inclusion in serviceable filter cartridge
arrangements, typically for use in air cleaners. Air cleaner arrangements, methods of assembly and use, and systems
of use are also described.
[0002] Fluid streams, such as air, can carry contaminant material therein. In many instances, it is desired to filter some
or all of the contaminant material from the fluid stream. For example, air flow streams to engines (for example combustion
air) for motorized vehicles or for power generation equipment, gas streams to gas turbine systems and air streams to
various combustion furnaces, carry particulate contaminant therein that should be filtered. It is preferred for such systems,
that selected contaminant material be removed from (or have its level reduced in) the fluid. A variety of fluid filter (air or
liquid filter) arrangements have been developed for contaminant rejection. However, continued improvements are sought.
[0003] The present invention is directed to a filter cartridge arrangement according to claim 1.
[0004] According to a portion of the present disclosure, features useable in preferred filter cartridges, such as air filter
cartridges are provided. The features can be used together to provide a preferred filter cartridge, however some advan-
tageous cartridges can be constructed to use only selected ones of the features. In addition, methods of construction
and use are provided.
[0005] In one aspect of the present disclosure, a preferred media pack is provided, for use in or as air filter cartridges.
The media pack comprises a stacked z-filter arrangement having opposite flow faces and opposite sides. At the opposite
sides, ends of stacked strips are secured in, and sealed by, molded end pieces. Preferably the molded end pieces
comprise molded polyurethane. Also, a molded in place seal arrangement is provided.
[0006] Also air cleaner arrangements which use the filter cartridge as a service component are also described.
[0007] Various preferred features for a filter cartridge, for a described type of application, are shown. In addition, shown
and described are variations in air cleaners, air cleaner systems and an example environment of use. Also, methods of
assembly are shown and described.

Fig. 1 is a fragmentary, schematic, perspective view of z-filter media useable in arrangements according to the
present disclosure.
Fig. 2 is an enlarged schematic, cross-sectional view of a portion of the media depicted in Fig. 1.
Fig. 3 is a schematic view of examples of various corrugated media definitions.
Fig. 4 is a schematic view of a process for manufacturing media according to the present disclosure.
Fig. 5 is a cross-sectional view of an optional end dart for media flutes useable in arrangements according to the
present disclosure.
Fig. 6 is a schematic depiction of a step of creating a blocked, stacked z-filter media pack.
Fig. 6 is a schematic depiction of a step of creating a blocked, stacked z-filter media pack.
Fig. 7 is a schematic side elevational view of a filter cartridge according to the present disclosure.
Fig. 8 is an end elevational view of the filter cartridge of Fig. 7.
Fig. 9 is a top plan view of the filter cartridge of Fig. 7.
Fig. 10 is a cross-sectional view taken along line A-A, Fig. 9.
Fig. 11 is a schematic perspective view of an alternate filter cartridge according to the present disclosure.
Fig. 12 is a top plan view of the filter cartridge in Fig. 11.
Fig. 13 is a side cross-sectional view taken along line A-A, Fig. 12.
Fig. 14 is a cross-sectional view taken along line B-B, Fig. 12.
Fig. 15 is a schematic top plan view of a cartridge/cassette useable with the filter cartridge of Fig. 11.
Fig. 16 is a cross-sectional view taken along line B-B, Fig. 15.
Fig. 17 is a cross-sectional view taken along line A-A, Fig. 15.
Fig. 18 is a perspective view of a cartridge/cassette.
Fig. 19 is a fragmentary, schematic, cross-sectional view of a portion of an air cleaner.
Fig. 20 is a depiction of a pick-up truck in which an air cleaner system according to the present disclosure can be used.
Fig. 21 is a perspective view of an air cleaner system useable with a pick-up truck.
Fig. 22 is a schematic perspective view of a portion of the engine compartment under the hood of a pick-up truck
with an air cleaner system according to Fig. 21 positioned therein.
Fig. 23 is an exploded perspective view of the air cleaner system of Fig. 21 shown during a step of filter cartridge
insertion or removal.
Fig. 24 is a perspective view of an air cleaner arrangement utilizing principles according to the present disclosure.
Fig. 25 is a side elevational view of the air cleaner arrangement of Fig. 24.
Fig. 26 is a top plan view of the air cleaner arrangement of Figs. 24 and 25.
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Fig. 27 is a cross-sectional view taken along line 27-27, Fig. 26.
Fig. 28 is a cross-sectional view taken along line 28-28, Fig. 26.
Fig. 29 is an enlarged fragmentary view of a portion of Fig. 28.
Fig. 30 is an exploded perspective view of an air cleaner of Fig. 24.
Fig. 31 is an alternate exploded perspective view of the air cleaner of Fig. 24.
Fig. 32 is an enlarged fragmentary view of a portion of Fig. 27.
Fig. 33 is an enlarged fragmentary view of a portion of Fig. 27.
Fig. 34 is a perspective view of a body component of the air cleaner of Fig. 24.
Fig. 35 is a top view of the component of Fig. 34.
Fig. 36 is a cross-sectional view taken along line 36-36, Fig. 35.
Fig. 37 is an enlarged view of a portion of Fig. 36.
Fig. 38 is a cross-sectional view taken along line 38-38, Fig. 35.
Fig. 39 is an enlarged fragmentary view of a portion of Fig. 38.
Fig. 40 is a perspective view of a cover component of the air cleaner of Fig. 24.
Fig. 41 is a top plan view of the cover component of Fig. 40.
Fig. 42 is a cross-sectional view taken along line 42-42, Fig. 41.
Fig. 43 is an enlarged fragmentary view of a portion of Fig. 42.
Fig. 44 is a cross-sectional view taken along line 44-44, Fig. 41.
Fig. 45 is a perspective view of a filter cartridge useable in the air cleaner of Fig. 24.
Fig. 46 is a top plan view of the cartridge of Fig. 45.
Fig. 47 is a cross-sectional view taken along line 47-47, Fig. 46.
Fig. 48 is a cross-sectional view taken along line 48-48, Fig. 46.
Fig. 49 is an enlarged fragmentary view of a portion of Fig. 48.
Fig. 50 is a perspective view of a different air cleaner assembly.
Fig. 51 is a top plan view of the air cleaner assembly of Fig. 50.
Fig. 52 is a cross-sectional line taken along line 52-52, Fig. 51.
Fig. 53 is a cross-sectional view taken along line 53-53, Fig. 51.
Fig. 54 is an enlarged fragmentary view of a portion of Fig. 53.
Fig. 55 is a perspective view of a filter cartridge useable in the air cleaner of Fig. 50.
Fig. 56 is a top plan view of the filter cartridge of Fig. 55.
Fig. 57 is a cross-sectional view taken along line 57-57, Fig. 56.
Fig. 58 is a cross-sectional view taken along line 58-58, Fig. 56.
Fig. 59 is a top plan view of a mold arrangement useable to form molded side panels on a media pack, for example
a media pack of the general type shown in Fig. 45.
Fig. 59A is a perspective view of the mold arrangement of Fig. 59.
Fig. 60 is a cross-sectional view taken along line 60-60, Fig. 59.
Fig. 61 is a cross-sectional view taken along line 61-61, Fig. 59.
Fig. 62 is a cross-sectional view depicting a media pack positioned in the mold arrangement of Fig. 59; the view of
Fig. 62 showing the mold in a view analogous to Fig. 61.
Fig. 63 is a depiction of a media pack resulting from a process step conducted with respect to the arrangement of
Fig. 62 shown inverted and placed in a mold arrangement according to Fig. 59, for molding a second, opposite, side
panel.
Fig. 64 is a side elevational view of a media pack after a step of manufacture according to Fig. 63; Fig. 64 being a
side elevational view directed toward a side not covered by a side panel.
Fig. 65 is a side elevational view of the media pack, Fig. 64, directed toward a side having a molded side panel thereon.
Fig. 66 is a schematic side elevational view of the media pack according to Figs. 64 and 65 positioned in a first mold
section for formation of a housing seal ring on the media pack.
Fig. 67 is a top plan view of the arrangement of Fig. 66.
Fig. 68 is a view analogous to Fig. 66, with a second mold section positioned over the first mold section, for a molding
operation.
Fig. 69 is a schematic view of an alternate mold operation to that shown in Fig. 68.
Fig. 70 is a top plan view of a mold arrangement useable to form a side panel and seal section of a filter cartridge
in general accord with the filter cartridge Fig. 55.
Fig. 71 is a cross-sectional view taken along line 71-71, Fig. 70, in Fig. 71 the mold section being depicted with a
media pack positioned therein.
Fig. 72 is a cross-sectional view taken along line 72-72, Fig. 70; in Fig. 72, the mold section being depicted with a
media pack positioned therein.
Fig. 73 is a schematic view of a mold arrangement according to Fig. 70 having a media pack resulting from the step
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of Figs. 72 and 73 inverted and standing therein for a molding operation, the view of Fig. 73 showing the media
pack standing in the mold from the point of view of cross-section of Fig. 71.
Fig. 74 is a perspective view of a mold component useable to form a section of the filter cartridge of Fig. 55.
Fig. 75 is a top plan view of the mold component of Fig. 74.
Fig. 76 is a cross-sectional view taken along line 76-76, Fig. 75.
Fig. 77 is a cross-sectional view taken along line 77-77, Fig. 75.
Fig. 78 is a cross-sectional view of the mold arrangement of Fig. 75 shown schematically with the media pack having
molded sections thereon positioned in the mold, during a step of manufacture; the view point of Fig. 78 being from
an analogous point of view of the cross-section of Fig. 76.
Fig. 79 is a schematic, cross-sectional view of a mold arrangement useable as an alternative arrangement for forming
a filter cartridge having features analogous to those shown in Fig. 55.
Fig. 80 is a top plan view of a mold bottom section of the mold arrangement of Fig. 79 with a media pack positioned
therein.

[0008] Some dimensions (in mm and sometimes in inches) are provided in certain drawings, as examples. Alternate
sizes are possible.

I. Z-Filter Media Configurations, Generally.

[0009] Fluted filter media can be used to provide fluid filter constructions in a variety of manners. One well known
manner is as a z-filter construction. The term "z-filter construction" as used herein, is meant to refer to a filter construction
in which individual ones of corrugated, folded or otherwise formed filter flutes are used to define sets of longitudinal,
typically parallel, inlet and outlet filter flutes for fluid flow through the media; the fluid flowing along the length of the flutes
between opposite inlet and outlet flow ends (or flow faces) of the media. Some examples of z-filter media are provided
in U.S. patents 5,820,646; 5,772,883; 5,902,364; 5,792,247; 5,895,574; 6,210,469; 6,190,432; 6,350,296; 6,179,890;
6,235,195; Des. 399,944; Des. 428,128; Des. 396,098; Des. 398,046; and, Des. 437,401.
[0010] One type of z-filter media, utilizes two specific media components joined together, to form the media construction.
The two components are: (1) a fluted (typically corrugated) media sheet; and, (2) a facing media sheet. The facing media
sheet is typically non-corrugated, however it can be corrugated, for example perpendicularly to the flute direction as
described in U.S. provisional 60/543,804, filed February 11, 2004.
[0011] The fluted (typically corrugated) media sheet and the facing media sheet together, are used to define media
having parallel inlet and outlet flutes. In some instances, the fluted sheet and facing sheet are secured together and are
then coiled to form a z-filter media construction. Such arrangements are described, for example, in U.S. 6,235,195 and
6,179,890. In certain other arrangements, some non-coiled sections of corrugated
[0012] media secured to facing media, are stacked on one another, to create a filter construction. An example of this
is described in Fig. 11 of 5,820,646.
[0013] The term "corrugated" used herein to refer to structure in media, is meant to refer to a flute structure resulting
from passing the media between two corrugation rollers, i.e., into a nip or bite between two rollers, each of which has
surface features appropriate to cause a corrugation affect in the resulting media. The term "corrugation" is not meant to
refer to flutes that are formed by techniques not involving passage of media into a bite between corrugation rollers.
However, the term "corrugated" is meant to apply even if the media is further modified or deformed after corrugation,
for example by the folding techniques described in PCT WO 04/007054, published January 22, 2004.
[0014] Corrugated media is a specific form of fluted media. Fluted media is media which has individual flutes (for
example formed by corrugating or folding) extending thereacross.
[0015] Serviceable filter element or filter cartridge configurations utilizing z-filter media are sometimes referred to as
"straight through flow configurations" or by variants thereof. In general, in this context what is meant is that the serviceable
filter elements generally have an inlet flow end (or face) and an opposite exit flow end (or face), with flow entering and
exiting the filter cartridge in generally the same straight through direction. The term "serviceable" in this context is meant
to refer to a media containing filter cartridge that is periodically removed and replaced from a corresponding fluid (e.g.
air) cleaner. In some instances, each of the inlet flow end and outlet flow end will be generally flat or planar, with the
two parallel to one another. However, variations from this, for example non-planar faces, are possible.
[0016] A straight through flow configuration (especially for a coiled media pack) is, for example, in contrast to serviceable
filter cartridges such as cylindrical pleated filter cartridges of the type shown in U.S. Patent No. 6,039,778, in which the
flow generally makes a turn inside of the cartridge and as its passes through the serviceable cartridge. That is, in a
6,039,778 filter, the flow enters the cylindrical filter cartridge through a cylindrical side, and then turns to exit through an
end face (in forward-flow systems). In a typical reverse-flow system, the flow enters the serviceable cylindrical cartridge
through an end face and then turns to exit through a side of the cylindrical filter cartridge. An example of such a reverse-
flow system is shown in U.S. Patent No. 5,613,992.
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[0017] The term "z-filter media construction" and variants thereof as used herein, without more, is meant to refer to
any or all of: a web of corrugated or otherwise fluted media secured to (facing) media with appropriate sealing to allow
for definition of inlet and outlet flutes; or, a media pack constructed or formed from such media into a three dimensional
network of inlet and outlet flutes; and/or, a filter cartridge or construction including such a media pack.
[0018] In Fig. 1, an example of media 1 useable in z-filter media is shown. The media 1 is formed from a corrugated
sheet 3 and a facing sheet 4.
[0019] In general, the corrugated sheet 3, Fig. 1 is of a type generally characterized herein as having a regular, curved,
wave pattern of flutes or corrugations 7. The term "wave pattern" in this context, is meant to refer to a flute or corrugated
pattern of alternating troughs 7b and ridges 7a. The term "regular" in this context is meant to refer to the fact that the
pairs of troughs and ridges (7b, 7a) alternate with generally the same repeating corrugation (or flute) shape and size.
(Also, typically in a regular configuration each trough 7b is substantially an inverse of each ridge 7a.) The term "regular"
is thus meant to indicate that the corrugation (or flute) pattern comprises troughs and ridges with each pair (comprising
an adjacent trough and ridge) repeating, without substantial modification in size and shape of the corrugations along at
least 70% of the length of the flutes. The term "substantial" in this context, refers to a modification resulting from a change
in the process or form used to create the corrugated or fluted sheet, as opposed to minor variations from the fact that
the media sheet 3 is flexible. With respect to the characterization of a repeating pattern, it is not meant that in any given
filter construction, an equal number of ridges and troughs is necessarily present. The media 1 could be terminated, for
example, between a pair comprising a ridge and a trough, or partially along a pair comprising a ridge and a trough. (For
example, in Fig. 1 the media 1 depicted in fragmentary has eight complete ridges 7a and seven complete troughs 7b.)
Also, the opposite flute ends (ends of the troughs and ridges) may vary from one another. Such variations in ends are
disregarded in these definitions, unless specifically stated. That is, variations in the ends of flutes are intended to be
covered by the above definitions.
[0020] In the context of the characterization of a "curved" wave pattern of corrugations, the term "curved" is meant to
refer to a corrugation pattern that is not the result of a folded or creased shape provided to the media, but rather the
apex 7a of each ridge and the bottom 7b of each trough is formed along a radiused curve. A typical radius for such z-
filter media would be at least 0.25 mm and typically would be not more than 3 mm.
[0021] An additional characteristic of the particular regular, curved, wave pattern depicted in Fig. 1, for the corrugated
sheet 3, is that at approximately a midpoint 30 between each trough and each adjacent ridge, along most of the length
of the flutes 7, is located a transition region where the curvature inverts. For example, viewing back side or face 3a, Fig.
1, trough 7b is a concave region, and ridge 7a is a convex region. Of course when viewed toward front side or face 3b,
trough 7b of side 3a forms a ridge; and, ridge 7a of face 3a, forms a trough. (In some instances, region 30 can be a
straight segment, instead of a point, with curvature inverting at ends of the segment 30.)
[0022] A characteristic of the particular regular, curved, wave pattern corrugated sheet 3 shown in Fig. 1, is that the
individual corrugations are generally straight. By "straight" in this context, it is meant that through at least 70%, typically
at least 80% of the length between edges 8 and 9, the ridges 7a and troughs 7b do not change substantially in cross-
section. The term "straight" in reference to corrugation pattern shown in Fig. 1, in part distinguishes the pattern from the
tapered flutes of corrugated media described in Fig. 1 of WO 97/40918 and PCT Publication WO 03/47722, published
June 12, 2003. The tapered flutes of Fig. 1 of WO 97/40918, for example, would be a curved wave pattern, but not a
"regular" pattern, or a pattern of straight flutes, as the terms are used herein.
[0023] Referring to the present Fig. 1 and as referenced above, the media 1 has first and second opposite edges 8
and 9. When the media 1 is coiled and formed into a media pack, in general edge 9 will form an inlet end for the media
pack and edge 8 an outlet end, although an opposite orientation is possible.
[0024] Adjacent edge 8 is provided a sealant bead 10, or other seal arrangement, sealing the corrugated sheet 3 and
the facing sheet 4 together. Bead 10 will sometimes be referred to as a "single facer" bead, since it is a bead between
the corrugated sheet 3 and facing sheet 4, which forms the single facer or media strip 1. Sealant bead 10 seals closed
individual flutes 11 adjacent edge 8, to passage of air therefrom.
[0025] Adjacent edge 9, is provided seal bead 14, or seal arrangement. Seal bead 14 generally closes flutes 15 to
passage of unfiltered fluid therein, adjacent edge 9. Bead 14 would typically be applied as strips of the media 1 are
secured to one another during stacking. Thus, bead 14 will form a seal between a back side 17 of facing sheet 4, and
side 18 of the next adjacent corrugated sheet 3. When the media 1 is cut in strips and stacked, instead of coiled, bead
14 is sometimes referenced as a "stacking bead." (When bead 14 is used in a coiled arrangement, not depicted herein,
it is sometimes referenced as a "winding bead.")
[0026] Referring to Fig. 1, once the media 1 is incorporated into a media pack, for example by stacking, it can be
operated as follows. First, air in the direction of arrows 12, would enter open flutes 11 adjacent end 9. Due to the closure
at end 8, by bead 10, the air would pass through the media shown by arrows 13. It could then exit the media pack, by
passage through open ends 15a of the flutes 15, adjacent end 8 of the media pack. Of course operation could be
conducted with air flow in the opposite direction.
[0027] For the particular arrangement shown herein in Fig. 1, the parallel corrugations 7a, 7b are generally straight
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completely across the media, from edge 8 to edge 9. Straight flutes or corrugations can be deformed or folded at selected
locations, especially at ends. Modifications at flute ends for closure are generally disregarded in the above definitions
of "regular," "curved" and "wave pattern."
[0028] Z-filter constructions which do not utilize straight, regular curved wave pattern corrugation shapes are known.
For example in Yamada et al. U.S. 5,562,825 corrugation patterns which utilize somewhat semicircular (in cross section)
inlet flutes adjacent narrow V-shaped (with curved sides) exit flutes are shown (see Figs. 1 and 3, of 5,562,825). In
Matsumoto, et al. U.S. 5,049,326 circular (in cross-section) or tubular flutes defined by one sheet having half tubes
attached to another sheet having half tubes, with flat regions between the resulting parallel, straight, flutes are shown,
see Fig. 2 of Matsumoto ’326. In Ishii, et al. U.S. 4,925,561 (Fig. 1) flutes folded to have a rectangular cross section are
shown, in which the flutes taper along their lengths. In WO 97/40918 (FIG. 1), flutes or parallel corrugations which have
a curved, wave patterns (from adjacent curved convex and concave troughs) but which taper along their lengths (and
thus are not straight) are shown. Also, in WO 97/40918 flutes which have curved wave patterns, but with different sized
ridges and troughs, are shown.
[0029] In general, the filter media is a relatively flexible material, typically a non-woven fibrous material (of cellulose
fibers, synthetic fibers or both) often including a resin therein, sometimes treated with additional materials. Thus, it can
be conformed or configured into the various corrugated patterns, without unacceptable media damage. Also, it can be
readily coiled or otherwise configured for use, again without unacceptable media damage. Of course, it must be of a
nature such that it will maintain the required corrugated configuration, during use.
[0030] In the corrugation process, an inelastic deformation is caused to the media. This prevents the media from
returning to its original shape. However, once the tension is released the flute or corrugations will tend to spring back,
recovering at least a portion of the stretch and bending that has occurred. The facing sheet is sometimes tacked to the
fluted sheet, to inhibit this spring back in the corrugated sheet.
[0031] Also, typically, the media contains a resin. During the corrugation process, the media can be heated to above
the glass transition point of the resin. When the resin then cools, it will help to maintain the fluted shapes.
[0032] The media of the corrugated sheet 3 facing sheet 4 or both, can be provided with a fine fiber material on one
or both sides thereof, for example in accord with U.S. 6,673,136.
[0033] An issue with respect to z-filter constructions relates to closing of the individual flute ends. Although alternatives
are possible, typically a sealant or adhesive is provided, to accomplish the closure. As is apparent from the discussion
above, in typical z-filter media, especially that which uses straight flutes as opposed to tapered flutes, large sealant
surface areas (and volume) at both the upstream end and the downstream end are needed. High quality seals at these
locations are critical to proper operation of the media structure that results. The high sealant volume and area, creates
issues with respect to this.
[0034] Attention is now directed to Fig. 2, in which a z-filter media construction 40 utilizing a regular, curved, wave
pattern corrugated sheet 43, and a non-corrugated (flat) flowing sheet 44, is depicted. The distance D1, between points
50 and 51, defines the extension of media 44 in region 52 underneath a given corrugated flute 53. The length D2 of the
arcuate media for the corrugated flute 53, over the same distance D1 is of course larger than D1, due to the shape of
the corrugated flute 53. For a typical regular shaped media used in fluted filter applications, the linear length D2 of the
media 53 between points 50 and 51 will often be at least 1.2 times D1. Typically, D2 would be within a range of 1.2 -
2.0, inclusive. One particularly convenient arrangement for air filters has a configuration in which D2 is about 1.25 - 1.35
x D1. Such media has, for example, been used commercially in Donaldson Powercore™ Z-filter arrangements. Herein
the ratio D2/D1 will sometimes be characterized as the flute/flat ratio or media draw for the corrugated media.
[0035] In the corrugated cardboard industry, various standard flutes have been defined. For example the standard E
flute, standard X flute, standard B flute, standard C flute and standard A flute. Figure 3, attached, in combination with
Table A below provides definitions of these flutes.
[0036] Donaldson Company, Inc., (DCI) the assignee of the present disclosure, has used variations of the standard
A and standard B flutes, in a variety of z-filter arrangements. These flutes are also defined in Table A and Fig. 3.

TABLE A

(Flute definitions for Fig. 3)
DCI A Flute: Flute/flat = 1.52:1; The Radii (R) are as follows:

R1000 = .0675 inch (1.715 mm); R1001 = .0581 inch (1.476 mm);
R1002 = .0575 inch (1.461 mm); R1003 = .0681 inch (1.730 mm);

DCI B Flute: Flute/flat = 1.32:1; The Radii (R) are as follows:
R1004 = .0600 inch (1.524 mm); R1005 = .0520 inch (1.321 mm);
R1006 = .0500 inch (1.270 mm); R1007 = .0620 inch (1.575 mm);
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[0037] Of course other, standard, flutes definitions from the corrugated box industry are known.
[0038] In general, standard flute configurations from the corrugated box industry can be used to define corrugation
shapes or approximate corrugation shapes for corrugated media. Comparisons above between the DCI A flute and DCI
B flute, and the corrugation industry standard A and standard B flutes, indicate some convenient variations.

II. Manufacture of Stacked Media Configurations Using Fluted Media, Generally.

[0039] In Fig. 4, one example of a manufacturing process for making a media strip corresponding to strip 1, Fig. 1 is
shown. In general, facing sheet 64 and the fluted (corrugated) sheet 66 having flutes 68 are brought together to form a
media web 69, with an adhesive bead located therebetween at 70. The adhesive bead 70 will form a single facer bead
10, Fig. 1. An optional darting process occurs at station 71 to form center darted section 72 located mid-web. The z-
filter media or Z-media strip 74 can be cut or slit at 75 along the bead 70 to create two pieces 76, 77 of z-filter media
74, each of which has an edge with a strip of sealant (single facer bead) extending between the corrugating and facing
sheet. Of course, if the optional darting process is used, the edge with a strip of sealant (single facer bead) would also
have a set of flutes darted at this location. The strips or pieces 76, 77 can then be cut across, for stacking, as described
below in connection with Fig. 6.
[0040] Techniques for conducting a process as characterized with respect to Fig. 4 are described in PCT WO
04/007054, published January 22, 2004.
[0041] Still in reference to Fig. 4, before the z-filter media 74 is put through the darting station 71 the media 74 must
be formed. In the schematic shown in Fig. 4, this is done by passing a flat sheet of media 92 through a pair of corrugation
rollers 94, 95. In the schematic shown in Fig. 4, the flat sheet of media 92 is unrolled from a roll 96, wound around tension
rollers 98, and then passed through a nip or bite 102 between the corrugation rollers 94, 95. The corrugation rollers 94,
95 have teeth 104 that will give the general desired shape of the corrugations after the flat sheet 92 passes through the
nip 102. After passing through the nip 102, the flat sheet 92 becomes corrugated and is referenced at 66 as the corrugated
sheet. The corrugated sheet 66 is then secured to facing sheet 64. (The corrugation process may involve heating the
media, in some instances.)
[0042] Still in reference to Fig. 4, the process also shows the facing sheet 64 being routed to the darting process
station 71. The facing sheet 64 is depicted as being stored on a roll 106 and then directed to the corrugated sheet 66
to form the Z-media 74. The corrugated sheet 66 and the facing sheet 64 are secured together by adhesive or by other
means (for example by sonic welding).
[0043] Referring to Fig. 4, an adhesive line 70 is shown used to secure corrugated sheet 66 and facing sheet 64
together, as the sealant bead. Alternatively, the sealant bead for forming the facing bead could be applied as shown as
70a. If the sealant is applied at 70a, it may be desirable to put a gap in the corrugation roller 95, and possibly in both
corrugation rollers 94, 95, to accommodate the bead 70a.
[0044] The type of corrugation provided to the corrugated media is a matter of choice, and will be dictated by the

(continued)

(Flute definitions for Fig. 3)

Std. E Flute: Flute/flat = 1.24:1; The Radii (R) are as follows:

R1008 = .0200 inch (.508 mm); R1009 = .0300 inch (.762 mm);
R1010 = .0100 inch (.254 mm); R1011 = .0400 inch (1.016 mm);

Std. X Flute: Flute/flat = 1.29:1; The Radii (R) are as follows:
R1012 = .0250 inch (.635 mm); R1013 = .0150 inch (.381 mm);

Std. B Flute: Flute/flat = 1.29:1; The Radii (R) are as follows:
R1014 = .0410 inch (1.041 mm); R1015 = .0310 inch (.7874 mm);
R1016 = .0310 inch (.7874 mm);

Std. C Flute: Flute/flat = 1.46:1; The Radii (R) are as follows:
R1017 = .0720 inch (1.829 mm); R1018 = .0620 inch (1.575 mm);

Std. A Flute: Flute/flat = 1.53:1; The Radii (R) are as follows:
R1019 = .0720 inch (1.829 mm); R1020 = .0620 inch (1.575 mm).
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corrugation or corrugation teeth of the corrugation rollers 94, 95. One preferred corrugation pattern will be a regular
curved wave pattern corrugation, of straight flutes, as defined herein above. A typical regular curved wave pattern used,
would be one in which the distance D2, as defined above, in a corrugated pattern is at least 1.2 times the distance D1
as defined above. In one preferred application, typically D2 = 1.25 - 1.35 x D 1. In some instances the techniques may
be applied with curved wave patterns that are not "regular," including, for example, ones that do not use straight flutes.
[0045] As described, the process shown in Fig. 4 can be used to create the center darted section 72. Fig. 5 shows,
in cross-section, one of the flutes 68 after darting and slitting.
[0046] A fold arrangement 118 can be seen to form a darted flute 120 with four creases 121a, 121b, 121c, 121 d. The
fold arrangement 118 includes a flat first layer or portion 122 that is secured to the facing sheet 64. A second layer or
portion 124 is shown pressed against the first layer or portion 122. The second layer or portion 124 is preferably formed
from folding opposite outer ends 126, 127 of the first layer or portion 122.
[0047] Still referring to Fig. 5, two of the folds or creases 121a, 121b will generally be referred to herein as "upper,
inwardly directed" folds or creases. The term "upper" in this context is meant to indicate that the creases lie on an upper
portion of the entire fold 120, when the fold 120 is viewed in the orientation of Fig. 5. The term "inwardly directed" is
meant to refer to the fact that the fold line or crease line of each crease 121 a, 121 b, is directed toward the other.
[0048] In Fig. 5, creases 121c, 121d, will generally be referred to herein as "lower, outwardly directed" creases. The
term "lower" in this context refers to the fact that the creases 121c, 121d are not located on the top as are creases 121a,
121b, in the orientation of Fig. 5. The term "outwardly directed" is meant to indicate that the fold lines of the creases
121c, 121 d are directed away from one another.
[0049] The terms "upper" and "lower" as used in this context are meant specifically to refer to the fold 120, when
viewed from the orientation of Fig. 5. That is, they are not meant to be otherwise indicative of direction when the fold
120 is oriented in an actual product for use.
[0050] Based upon these characterizations and review of Fig. 5, it can be seen that a preferred regular fold arrangement
118 according to Fig. 5 in this disclosure is one which includes at least two "upper, inwardly directed, creases." These
inwardly directed creases are unique and help provide an overall arrangement in which the folding does not cause a
significant encroachment on adjacent flutes.
[0051] A third layer or portion 128 can also be seen pressed against the second layer or portion 124. The third layer
or portion 128 is formed by folding from opposite inner ends 130, 131 of the third layer 128.
[0052] Another way of viewing the fold arrangement 118 is in reference to the geometry of alternating ridges and
troughs of the corrugated sheet 66. The first layer or portion 122 is formed from an inverted ridge. The second layer or
portion 124 corresponds to a double peak (after inverting the ridge) that is folded toward, and in preferred arrangements,
folded against the inverted ridge.
[0053] Techniques for providing the optional dart described in connection with Fig. 5, in a preferred manner, are
described in PCT WO 04/007054,. Other techniques for media management are described in PCT application US
04/07927, filed March 17, 2004ence.
[0054] Techniques described herein are well adapted for use of media packs that result from arrangements that,
instead of being formed by coiling, are formed from a plurality of strips of single facer.
[0055] Opposite flow ends or flow faces of the media pack can be provided with a variety of different definitions. In
many arrangements, the ends are generally flat and perpendicular to one another.
[0056] The flute seals (single facer bead, winding bead or stacking bead) can be formed from a variety of materials.
In various ones of the cited references, hot melt or polyurethane seals are described as possible for various applications.
These are useable for applications described herein.
[0057] In Fig. 6, schematically there is shown a step of forming a stacked z-filter media pack from strips of z-filter
media. Referring to Fig. 6, strip 200 is being shown added to a stack 201 of strips 202 analogous to strip 200. Strip 200
can be cut from either of strips 76, 77, Fig. 4. At 205, Fig. 6, application of a stacking bead 206 is shown, between each
layer corresponding to a strip 200, 202 at an opposite edge from the single facer bead or seal. In Fig. 6, each layer is
added to a top of the stack. Such layers could alternatively be added to the bottom.
[0058] Also, in some alternate processing approaches sealant bead 206 can be added to the underside (i.e., facing
sheet side) of each strip, as opposed to the fluted sheet (corrugated) side of each single facer strip.
[0059] Referring to Fig. 6, each strip 200, 202 has front and rear edges 207, 208 and opposite side edges 209a, 209b.
Inlet and outlet flutes of the corrugated sheet/facing sheet combination comprising each strip 200, 202 generally extend
between the front and rear edges 207, 208, and parallel to side edges 209a, 209b. Sides 209a, 209b are sometimes
referenced as tail and lead ends of the media strips 200.
[0060] Still referring to Fig. 6, in the media pack 201 being formed, opposite flow faces are indicated at 210, 211. The
selection of which one of faces 210, 211 is the inlet end face and which is the outlet end face, during filtering, is a matter
of choice. In some instances the stacking bead 206 is preferably positioned adjacent
the upstream or inlet face 211. The flow faces 210, 211, extend between opposite side faces 220, 221.
[0061] The stacked media pack 201 being formed in Fig. 6, is sometimes referred to herein as a "blocked" stacked
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media pack. The term "blocked" in this context, is an indication that the arrangement is formed to a rectangular block in
which all faces are 90° relative to all adjoining wall faces. Alternate configurations are possible, as discussed in U.S.
Provisional application 60/579,754, filed June 14, 2004. One example of an alternate configuration, would be one in
which instead of each cross-section of the stacked media pack arrangement having rectangular (or right quadrilateral)
cross-section, at least one of the cross-sections is a oblique parallelogram cross-section. In such a parallelogram,
opposite sides are parallel to one another, but adjacent sides do not meet at a right angle, but rather meet at a defined
angle other than 90°.
[0062] Still other stacked shapes are possible, depending on how the individual sheets, in forming the stack, are
positioned relative to adjacent sheets.
[0063] In some instances, the media pack 201 shown will be referenced as having a parallelogram shape in any cross-
section, meaning that any two opposite side faces extend generally parallel to one another.
[0064] It is noted that a blocked, stacked arrangement corresponding to Fig. 6 is described in the prior art of U.S.
5,820,646. It is also noted that stacked arrangements are described in U.S. 5,772,883; 5,792,247; U.S. Provisional
60/457,255 filed March 25, 2003; and U.S.S.N. 10/731,564 filed December 8, 2003. It is noted that the stacked arrange-
ment at Fig. 6 of U.S.S.N. 10/731,504, is a slanted or oblique parallelogram stacked arrangement.
[0065] Of course the methods disclosed are merely examples. Useable z-filter media packs can be formed in alternate
manners.

III. A First Filter Cartridge, Figs. 7-10

[0066] Attention is directed to Fig. 7 which discloses a filter cartridge utilizing a media pack according to the above
general description. Referring to Fig. 7, at 300 a filter cartridge is depicted comprising a blocked stacked (rectangular
or right (normal) parallelogram) media pack 301. To seal opposite ends of the media pack 201 are positioned side panels
302, 303. These panels can be made in general, in accord with the descriptions in U.S. provisional application 60/579,754,
filed June 14,2004. A further filter cartridge of the prior art with molded side panels is disclosed in US 6, 568, 540.
[0067] More specifically, and referring to Fig. 6, each single facer strip 200 (comprising a section of corrugated sheet
and facing sheet secured together) has a lead edge 209b and a tail edge 209a. These edges result from cutting a
continuous strip of single facer into the individual sheets used to form the media pack stack. The lead end and tail ends
need to be sealed closed. For the arrangement of Fig. 19, this sealing is conducted by side panels 302, 303.
[0068] In preferred arrangements, as described below, panels 302, 303 will be molded directly to the media pack, to
seal the lead and tail ends of the strips of single facer, within the media pack. By "molded directly to" in this context, it
is meant that there is no preform in the side panel, rather the side panel is formed in place on and joined to the media
pack. This would distinguish, for example, a preform molded side piece which is attached to the media pack by a potting
material.
[0069] The media pack 301 has opposite flow faces 305, 306. In use, air flows through the media pack 301 from one
of the flow faces 305, 306 to the other. The direction of flow is typically a matter of choice for the system of use. Often,
the media pack 301 would be positioned with flow face 305 as the outlet flow face, but alternatives are possible.
[0070] Adjacent to, but spaced from surface 305 toward surface 306, is provided peripheral seal ring 310. The particular
seal ring 310 depicted, is an axial pinch seal ring, although alternatives are possible. Herein, seal ring 310 will sometimes
be referred to as a housing seal arrangement, since it is a seal member positioned in the filter cartridge 300 at a location
desirable for forming a seal with housing components, when the filter cartridge 300 is positioned in an air cleaner for use.
[0071] The filter cartridge 300 of Fig. 7 can be made by: (a) providing the media pack 301; and, (b) molding panels
302, 303 thereto in separate molding operations, and then finally molding pinch (housing) seal arrangement 310 thereto,
in a three shot molding process. Alternatives are possible, for example a single shot mold could be prepared and used.
[0072] If desired, a protective sheet or panel could be provided over the media pack surface 312 and also a second
protective sheet over an opposite side or surface of the media pack 201. Such panels could be formed from a variety
of materials such as cardboard, plastic sheets, etc. Such panels can be secured in place by being placed against the
media pack 301 when the panels 302, 303 are molded.
[0073] In a typical cartridge 300 as shown, cartridge 312 and an opposite surface of the media pack 301, is at least
50%, typically at least 70% uncovered of molded material. Some molded material is positioned thereover, in association
with the housing seal 310. However, portions of the opposite molded panels 302, 303 may extend partially over the
sides 312 (and opposite side). However, in general and in preferred arrangements, one pair of surfaces corresponding
to surface 312 and an opposite surface, in the media pack, will be at least 50%, typically at least 70% uncovered by
molded material directly molded to the media pack 301. By "directly molded to" in this context and other context herein,
it is meant that the portion defined is formed in a molding operation having the identified portion of the media pack in
the mold and with the resin at least partially bonded directly to the media pack. Thus, again, a preformed end piece
which the media pack is secured by potting, is not an end piece directly molded to the media pack.
[0074] As explained, in some instances surfaces 312 (and the corresponding opposite surface) can be covered by a
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preformed piece such as a cardboard or plastic section embedded within end pieces 302, 303 and if desired partially
within housing seal arrangement 310, securing the protective cover in place. Such a cover would not correspond to
material "molded directly to" the media pack, in accord with the above definitions.
[0075] Cartridge 300 is particularly configured with molded panels 302, 303 having opposite ends 316, 317. These
ends can be configured to engage housing pieces, when pinch seal 310 is sealed between the housing pieces. When
this approach to abutting regions 316, 317 is used, the media pack is not suspended within the housing by the seal 310,
rather it is also secured in place by abutment with housing pieces at regions 316, 317 to convenience. Surfaces 316,
317 can be irregular, i.e., have bumps and indents, due to mold stand-offs. This is shown at ends 316, in Fig. 9 with
alternating projections 316a and indents or recesses from mold stand-offs 316b. (Similar indents along other edges of
molded areas can also be from mold stand-offs.)
[0076] Herein, surfaces such as surfaces 316, 317 which form abutment (non-sealing) surfaces for support with a
housing, in use, will sometimes be referred to as "axial abutment surfaces," or "compression ends" the term axial in this
context referring to abutment with forces in the direction of air flow through the media pack 301, between surfaces 306, 305.
[0077] As indicated above, a "axial abutment surface" or a "compression end" may sometimes be formed with a plurality
of bumps and also (if desired) a plurality of recesses (or alternatively stated projections and recesses) thereon.
[0078] A variety of materials can be utilized for the molded panels 302, 303 and seal arrangement 310. Materials such
as those described in U.S. Provisional application 60/579,754, filed June 14, 2004, can be used. In general such materials
are polyurethanes, typically foamed polyurethanes. Although alternatives are possible polyurethanes having an as-
molded density of no greater than about 30 lbs./cu.ft. (.48 g/cc), typically no greater than about 22 lbs/cu.ft. (0.35 g/cc),
and usually within the range of about 10-22 lbs./cu.ft. (0.16-0.35g/cc), are useable. Typically materials having a hardness,
Shore A, of no greater than 30, and typically no greater than 20, often within the range of 12-20, are useable. Harder
materials can be used, in some applications.
[0079] Attention is directed now to Fig. 8, in which the cartridge 300 is shown in side view; the viewer seeing panel
302, the opposite side being a mirror image. Panel 303 extends completely over the media pack 301 at this end, sealing
edges of the media pack 301 at this location.
[0080] In Fig. 10, a cross-sectional view of the cartridge 300 is depicted. Here it can be seen that the seal arrangement
310 is not adjacent to surface 305, and includes a contoured surface 310a with a recess on trough 310b, facing in the
same direction as surface 305a, and a tapered region 310c, directed toward end 306. A housing can be appropriately
configured to engage seal arrangement 310, with engagement into recess 310b, to pinch, axially, seal arrangement 310
to provide a yield to bypass flow around the cartridge, when installed. By "axial" in this context and related context, it is
meant that forces are generally directed in the same direction as extension between flow faces 305, 306.
[0081] In a typical molding operation, panels 302 and 303 would be formed (separately) in the same mold arrangement,
with, for example in the instance of panels 302, 303, Fig. 10, media pack sides 301a, 301b, respectively, directed down
into the mold. Although alternatives are possible, for example, seal arrangement 310 could be formed with either surface
305 or surface 306 directed down into the mold. Typically seal arrangement 310 would be formed with surface 305
directed down. As a result, the entire seal arrangement 310 would be molded in a single seal operation, with the plane
of the mold generally corresponding to the plane in which the rectangular seal arrangement 310 sits. Alternatives are
of course possible.
[0082] Although alternatives are possible, the particular seal arrangement 310 depicted is recessed toward surface
306 from surface 305. In this instance, the recess is about 1-10 mm, although alternatives are also possible here. The
recess of seal arrangement 310 toward surface 306 from surface 305, provides for regions 316 projecting beyond the
seal arrangement 310, to operate as non-sealing axial abutment surfaces with housing members, leaving seal arrange-
ment 310 available to be sealed at an axial pinch seal. This facilitates an arrangement in which the element is not
suspended at the seal arrangement 310, but rather is separately secured in place in the air cleaner, during use.
[0083] It is noted that media pack 301, Figs. 7-10, is shown with a pleat length (distance between flow faces) of about
170-175 mm, and a rectangular configuration of about 240-250 mm by about 165-175 mm. Alternate sizes can be used.
In addition, an arrangement in which the projecting portion of the gasket 10 is about 9.5 mm wide and about 12.7 mm
thick shown, with a tapered extension 310 to be about 25.4 mm long. Alternatives can be used.

IV. An Alternate Arrangement, Figs. 11-19

[0084] An alternate cartridge 400 is depicted in Fig. 11. The cartridge 400 comprises a blocked stacked (rectangular)
media pack 401 having opposite flow faces 402, 403. The arrangement has side panels 405, 406, molded to the media
pack 401 to seal opposite side edges of the z-filter media pack. The cartridge includes a seal gasket 408 adjacent surface
402. The gasket 408 has four side extensions 409, 410, 411 and 412.
[0085] The cartridge 400 can be used with air flow from surface 402 toward surface 403, or surface 403 toward surface
402. The direction is a matter of choice, depending on the air cleaner involved. In a typical arrangement, the filter cartridge
400 will be mounted such that the air flow is from surface 403 to surface 402, as indicated in the description below.
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[0086] Side panels 405, 406 can be made similarly to the side panels 302, 303, Fig. 7. For a particular embodiment
shown, cartridge 400 has been configured to be optionally used in a cassette described below, which would then be
inserted into air cleaner housing for use.
[0087] Fig. 12 is a top view of cartridge 400. Fig. 13 is a cross-sectional view along line A-A, Fig. 13. Fig. 14 is a cross-
sectional view along line B-B, Fig. 12.
[0088] In order to prepare cartridge 400, media pack 401 can be inserted into a mold arrangement to form panels 405,
406, a separate molding operation being used for each. This molding can be used to simultaneously form gasket sections
412, 410 respectively. Then section 409 could be formed by putting side 420, Fig. 14, in the mold; and gasket section
411 could be formed by putting side 421, Fig. 14, into the mold. A dovetail type connection (or tongue and groove) could
be used at the corners of the gasket 408. Thus, cartridge 400 could be prepared in a four shot mold process, as opposed
to a three shot mold process as used for the arrangement of cartridge 300, Fig. 10. However, a three-shot approach
could be used, as could a single shot approach.
[0089] If a four shot mold process as described above is used, the gasket 408 does not result from a molding in a
single plane in which the rectangular gasket 408 sits. Rather, each of the four sections is molded separately, generally
with the mold being in the same plane as a side of the cartridge 400 along which the section of gasket 408 extends.
This can be used to create different shapes and extensions in any one or more of the gasket sections, if desired.
[0090] Cover panels (cardboard, plastic, etc.) could be put over sides 420, 421, if desired, before molding.
[0091] In Fig. 11 at 430, indents from mold stand-offs are shown.
[0092] Attention is now directed to Figs. 15-18, which show a preformed plastic (in this instance generally rectangular)
cassette 500 into which cartridge 400 could be positioned for use, for eventual installation into a filter arrangement.
Referring to Fig. 16, cassette 500 includes open end 501 and opposite end 502 having grid 503, Fig. 15, extending there
across. The cartridge 400 would be inserted into cassette interior 505, Fig. 17, through end 501, with surface 402
positioned to align with end 501. This would rest gasket 408 against gasket sealing surface (pressure flange) 506. Edges
405a and 406a, Fig. 13, of cartridge 400 could be configured to engage cassette grid 503, as abutment surfaces, to
support the cartridge position. The side walls of the cassette 500 can be provided with a slight inward taper toward end 502.
[0093] The cassette 500 is depicted in perspective, in Fig. 18.
[0094] Space between the cassette 500 and a housing wall can be used for sound attenuation. Installation would
involve compressing the gasket 408 between surface 506 and a portion of a housing, in use. A schematic of one possibility
is shown in Fig. 19, in which cassette 600, cartridge 601, comprising media pack 602 (with flow faces 604 and 605),
seal arrangement 603 and housing pieces 610, 611 are assembled to form a seal. Gap 612 allows for some sound
attenuation control. In Fig. 19, the gasket 603 is surrounded by cassette housing rim 610 and cassette rim 611, and is
biased into sealing against surface 615 by cassette pressure flange 617 and housing pressure flange 618.
[0095] It is noted that the media pack for cartridge 400 is shown with a flute length (distance between flow faces) of
about 175 mm, and a media pack outer perimeter of about 165 mm by about 239.4 mm. Alternatives can be used. It is
also noted that a gasket width of about 22-29 mm is shown, although alternatives can be used; by width in this context
it is meant distance of extension outwardly from the media pack.

V. Systems of Use, Figs. 20-22

[0096] In Fig. 20, a system for use of an air cleaner according to the present disclosure is shown. Referring to Fig. 20,
a pick-up truck 700 is depicted, comprising wheel base 701, bed 702, driver/passenger cab 703 and engine compartment
704 covered by hood 705. An air cleaner system would be positioned for example under the hood 705 within the engine
compartment 704. Pick-up truck 700 is meant to be a representative example of a variety of vehicles, and no specific
make, model or year is intended.
[0097] Referring to Fig. 21, air cleaner system 710, positionable, for example, under hood 705, is depicted comprising
air cleaner housing 711, down stream air plenum 712 and resonator 713.
[0098] Attention is now directed to Fig. 22 in which the interior of the engine compartment 704 is viewable schematically.
Air cleaner system 710 can be viewed as positioned where appropriate.
[0099] Attention is now directed to Fig. 23, in which the air cleaner system 710 is shown in exploded view.
[0100] The air cleaner housing 711 generally comprises bottom, base or body 720 and removable access cover 721.
An air cleaner cartridge 725 (in this instance rectangular) is shown, comprising media pack 726 (in this instance rectan-
gular) and gasket arrangement 727. The cartridge 726 may be generally as described above. The particular variation
shown, is with gasket 727 aligned with a flow face of the media pack 726, in this instance an outlet flow face. Alternate
shapes can be used.
[0101] Such a cartridge 725 would typically be formed with molded side panels at opposite sides 730, 731. At the top
732 and an opposite bottom, not shown, moldings could be used, or separate pieces such as plastic sheets or cardboard
could be placed. Alternatively, the media pack 726 could be exposed to these locations depending on the system and
system requirements.
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[0102] The air cleaner base 720 defines an interior 740. In use, the cartridge 725 is slid into the interior 740, from a
top 720a or vertical location, with gasket 727 slid into receiver 742. This would typically be done with the outlet air plenum
712 previously pivoted away from surface 743 in the direction of arrow 734. Pivoting could be accomplished by having
pins, not shown, in a lower portion 750 of outlet plenum 712, which engage a portion of housing base 720. After the
cartridge 725 is fully slid into position, outlet plenum 712 can be pivoted against surface 743, in an opposite direction to
arrow 734, and cover 721 can be put in place with various clamps 760 or latches can be used, to ensure sufficient axial
force against gasket 727 to ensure seal. The system 711 is shown closed, in this manner, in Fig. 21. The plenum 712
can be provided with a support grid positioned to extend across an outlet flow face of cartridge 725, if desired.
[0103] Still referring to Fig. 23, receiver 742, into which gasket 727 is slid, during operation, is a three-sided channel
comprising pressure flange 742a and outer rim 742b. The outer rim 742b extends along an outer periphery of the gasket
727. The pressure surface 742a will provide pressure to a side of gasket arrangement 727 which is facing toward cartridge
inlet flow surface 761.
[0104] The reference to a "three-sided channel" was meant to indicate that region 742 shown (although alternatives
are possible) generally comprises a u-shaped channel, having two opposite side extensions and one base extension,
in this instance each side extension extending at an angle of about 90° to the base extension, and each of the extensions
being straight.
[0105] Similarly, access cover 721 includes a three-sided channel 780 thereon, comprising a top member 780a and
opposite side members 780b and 780c, again forming a u-shape, in this instance an inverted u-shape, with the side
extensions 780a, 780b, each extending a right angle to the top extensions of 780a. Again, channel 780 comprises an
outer rim 781 and a pressure flange 782.
[0106] Referring to Fig. 23, tube 790 is shown positioned for delivering filtered air into an engine intake or similar
construction.
[0107] It is noted that with an air cleaner system such as system 710, a cassette such as cassette 600, Fig. 19, or
cassette 500, Fig. 18, can be used around cartridge 725, to facilitate assembly.
[0108] It is noted that attached to the outlet plenum 712 is a resonator 713 having a generally club shape with large
end 770, narrow end 771 and elbow 772 therebetween. The resonator 713 will be referred to herein as a "club shaped
resonator" secured to the outlet plenum 712 to provide for acoustic attenuation.
[0109] Still referring to Fig. 22, additional equipment to be attached to this system are shown including: MAFS (Mass
Sensor) 794, TMAP or pressure tap 795, PVC port 796 and service indicator 797.
[0110] Filter cartridges according to the present disclosure can be made in a variety of sizes. One that would be
convenient for the pick-up truck 700 of Fig. 20, would be a rectangular filter cartridge is about 150 mm (140-160 mm)
deep, is about 254 mm (about 250-260 mm) high when installed, and about 220 mm (210-230 mm) wide, when installed.
Again, a variety of sizes or shapes could be used, depending on the application.

VI. Example Air Cleaners, Figs. 24-58

A. A first example air cleaner, Figs. 24-49.

[0111] Reference numeral 800, Fig. 24, depicts an example air cleaner including features, and applying selected
principles, according to the present disclosure. The air cleaner 800 comprises a housing 800a that includes a filter
cartridge receiving body or air cleaner body or base, 801 and a cover or access cover 802. The cover 802 is secured
to the body 801 by latches 803, in this instance over center wire latches, although alternate arrangements to secure
could be used.
[0112] The air cleaner 800 includes a mounting arrangement 805 thereon, for mounting to a framework or other portions
of a vehicle or other equipment for use.
[0113] Service access to an interior 809, of the air cleaner 800, is accomplished by releasing latches 803, and separating
cover 802 from body 801.
[0114] In the particular examples shown, the body 801 has a portion 801a of generally regular parallelogram shape,
in this instance a square or rectangular cross-section, with an end section 810 tapering to a circular air flow aperture
811. In this instance air flow aperture 811 is an outlet aperture, although in some configurations it configured as an inlet
aperture.
[0115] Analogously, cover 802, has a portion of regular parallelogram cross-sectional shape, in this instance square
or rectangular, at region 812, where it encounters body 801. Cover 812 then tapers in region 813, to a circular air flow
aperture 814. In this instance, aperture 814 is an inlet aperture, although alternatives are possible.
[0116] Although alternatives are possible, in normal use air flow would be through inlet 814, through an internally
received filter cartridge described further below, and outwardly through outlet 811.
[0117] In Fig. 25, a side elevational view of air cleaner 800 is depicted.
[0118] In Fig. 26 a top plan view of air cleaner 800 is depicted.
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[0119] Fig. 27, is a cross-sectional view taken along line 27-27, Fig. 26. In Fig. 27, internally received cartridge 820,
can be seen. Cartridge 820 is a filter cartridge comprising a media pack 821 positioned in a flow path of air from inlet
814 to outlet 811. The media pack 821 preferably comprises a stacked z-filter media arrangement, as described herein
above. The media pack 821 includes a first (in this instance inlet) flow face 824 and a second, opposite (in this instance
outlet) flow face 825, with filtering flow, during use, extending therebetween.
[0120] The filter cartridge 820 is described in further detail below in connection with other figures. Referring to Fig. 27,
it can be seen that filter cartridge 820 includes opposite molded side panels 826, 827 along two opposite sides of the
media pack 821. Such panels are described, for example, above in connection with Figs. 5-10 at 300.
[0121] Still referring to Fig. 27, the filter cartridge 820 includes a gasket or seal member 829, pinched between seal
flange 831 on the cover 802 and seal flange 832 on the body 801, to form an axial pinch seal. Sealing pressure is
maintained by the clamps 803. In the embodiment shown, seal member 825 is molded in the cartridge 820.
[0122] Attention is now directed to Fig. 28, which shows a cross-sectional view of air cleaner 800 taken along line
28-28, Fig. 26. Here filter cartridge 820 is also viewable within interior 809. It can be seen that the opposite sides 836,
837 of the media pack 821 viewable in this cross-section, do not include molded panels thereon. This is analogous to
what was described hereinabove, in connection with the filter cartridge of Figs. 8-10. Of course sides 836, 387 could be
provided with molded protective panels if desired, or protective panels such as preformed cardboard panels or plastic
panels, secured to the cartridge, as described above.
[0123] Fig. 29 is an enlarged view of a portion of Fig. 28. Seal member 829 can be seen pinched between seal flange
831 and seal flange 832 as discussed above. Regions 829a, of seal member 829 would actually be distorted (compressed)
during sealing, and in Fig. 29 they are shown with an outer perimeter before distortion, to facilitate an understanding of
what compression occurs during sealing.
[0124] It is noted that seal region 829 includes a trough 829b therein, and flange 831 includes a projection 831a, sized
to project into trough 829b, with interference to facilitate sealing and securing of the cartridge 820 in place. Flange 831
includes annular projection 831b which surrounds gasket 829, and bottoms out against flange 832, although alternatives
are possible.
[0125] Attention is now directed to Fig. 30, which shows air cleaner 800 in exploded perspective view. In Fig. 30, it
can be seen how cover 802 can be removed from body 801, to allow service access to cartridge 820.
[0126] Referring to Fig. 30, molded panel 826 can be viewed. The panel 826 comprises opposite edges 826a, 826b,
each comprising alternating recesses 826d and bumps or projections 826e. This is similar to what was described pre-
viously in connection with cartridge 300 of Figs. 8-10. Opposite panel 827 is similarly configured, at opposite edges 827a
and 827b.
[0127] Edges 826a and 826b (and 827a, 827b), are used to support the filter cartridge 820 in position, within the
housing 800a.
[0128] Fig. 31 is an alternate perspective view of air cleaner 800, again depicting body 801, cover 802 and cartridge
820. Within interior 801a of body 801 is viewable a stop arrangement 840. The stop arrangement 840 is positioned to
be engaged by edge 826b of panel 826 and edge 827b of panel 827, when cartridge 820 is inserted. Stop arrangement
840 comprises opposite sides 841 and 842, only side 841 being viewable in Fig. 31. Sides 841 and 842 are both viewable
in the cross-section of Fig. 27.
[0129] Referring again to Fig. 31, cover 802 includes an interior 802a, and stop arrangement 850 therein. The stop
arrangement 850 comprises two stops 851, 852, only stop 851 being viewable in Fig. 31. Both stops 851 and 852 are
viewable in the cross-section of Fig. 27.
[0130] Stops 851, 852 are positioned, respectively, to engage edges 827a, 826a of cartridge 820, during assembly.
[0131] As a result, the housing 800a, is configured with cover 802 and 801 sized and positioned to pinch the side
molds 826, 827 axially, during assembly. This will support the media pack weight between the stop arrangements 840,
850, so that the weight of the media pack is not suspended by the gasket arrangement 829, during use.
[0132] In Fig. 32, engagement between stop 852 and molding edge 826a is shown. In Fig. 33 engagement between
stop 842 and mold edge 826b is shown. The opposite side involving molding 827 would be a mirror image of Figs. 32
and 33.
[0133] Referring to Fig. 31, it is noted that there is no grid shown extending across interior 801a, at a bottom end or
lower end surface 825 of cartridge 820, when assembled. Also, there is no grid across cover 802. A grid or other med
pack support construction could be positioned at either end, if desired.
[0134] In Fig. 34, housing body member or base 801 is depicted, without certain other portions of the assembly thereon.
In Fig. 35, body 801 is depicted in top view. In Fig. 36, a cross-sectional view taken along line 36-36, Fig. 35 is viewed.
In Fig. 37, an enlarged fragmentary view of a portion of Fig. 36 is viewable. In Fig. 37 mount 860 is shown for a latch
member to be mounted on a side wall 861 of body 801. Further, flange 832, which provides a seal surface for engagement
with gasket 829, Fig. 29, is shown.
[0135] Fig. 38 depicts body 801 in cross-sectional view taken along line 38-38, Fig. 35. Fig. 39 is an enlarged frag-
mentary view of a portion of Fig. 38, showing another mounting piece 865 for a latch, as well as a portion of flange 832
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and a sealing surface therewith.
[0136] Referring to Fig. 36, stop or support arrangement 840 comprising stop members 841, 842 are readily viewable.
[0137] Although alternatives are possible, for the particular arrangement shown, body 801 is a sheet metal or formed
metal body, and stops 841, 842 are bars or tubes welded therein. Of course molded arrangements could be used, in
some applications.
[0138] In Fig. 40 a perspective view of a cover member 802 is depicted. In Fig. 41, a top plan view is shown. In Fig.
42 a cross-sectional view taken along line 42-42, Fig. 41 is shown. In Fig. 42 stop arrangement 850 is depicted comprising
stops 851, 852. Although alternatives are possible, cover 802 depicted is made from sheet metal or formed metal
components, with stops 851, 852 comprising bars or tubes welded in position. Of course alternative arrangements, such
as plastic arrangements, can be used.
[0139] Fig. 43 is an enlarged fragmentary view of a portion of Fig. 42. In particular in Fig. 43 portions of stop 852 and
flange 831 are viewable. Example dimensions are shown for these components, to provide an example. The dimensions
in brackets are in millimeters, with other dimensions shown in inches, sometimes in parens.
[0140] Fig. 44 is a cross-sectional view taken along line 44-44, Fig. 41. Side wall 802b of cover 802 can be viewed,
with flange 831 thereon.
[0141] In Figs. 45-49, filter cartridge 820 is depicted. Fig. 45 is a perspective view. Fig. 46 is a top plan view. Fig. 47
is a cross-sectional view taken along line 47-47, Fig. 46. Fig. 48 is a cross-sectional view taken along line 48-48, Fig.
46. Fig. 49 is an enlarged fragmentary view of a portion of Fig. 48. In Figs. 45-49, dimensions are provided, to indicate
an example arrangement useable in an air cleaner according to Figs. 24-44.
[0142] Referring to Fig. 49, it is noted that trough 895 is provided along media pack 821, surrounding the media pack
821. Trough 895 is an artifact from a preferred molding arrangement used to construct gasket 829. The flange 831, Fig.
44, would not typically be configured to project deep into region 895.
[0143] Filter cartridge 820 may be generally as described above with respect to cartridge 300, Figs. 8-10.
[0144] Referring to Fig. 45, filter cartridge 820 comprises media pack 821 having opposite molded panels 826, 827
and a molded housing seal arrangement 829. The molded housing seal arrangement 829 has four extensions 829a,
829b, 829c and 829d, to completely surround the media pack 821. The media pack defines opposite flow surfaces 824,
825 and opposite sides 836, 837, which are either uncovered, partially uncovered, or in some examples could be covered
by a sheet material such as plastic or cardboard secured within the molded panels 826, 287 to extend therebetween.
[0145] It is noted that the particular assembly of Figs. 24-49 is shown without the utilization of a separate cassette to
receive the filter cartridge 820. Of course an alternative arrangement could be constructed, which utilizes such a cassette.

B. A second air cleaner assembly, Figs. 50-58.

[0146] Reference numeral 900, Fig. 50, depicts second air cleaner arrangement, comprising a housing 900a. The
housing 900a includes a body or base 901 and an access cover 902. Although alternatives are possible, base 901 has
a parallelogram shaped portion 901 a, in this instance having a square or rectangular cross-section, tapering to a circular
air flow end 911, in this instance an outlet. Similarly access cover 902 includes a matching parallelogram section 902a,
in this instance square or rectangular, and tapering to a circular air flow passage 914, in this instance an air flow inlet.
Cover 902 can be secured to base 901 by latches, not shown, analogously to those shown in Fig. 24.
[0147] General external features of air cleaner 900 are similar to air cleaner 800, Fig. 24, and thus less detailed
description is presented regarding them.
[0148] In Fig. 51 a top plan view of air cleaner 900 is shown. In Fig. 52 a cross-sectional view taken along line 52-52,
Fig. 51 is shown. In Fig. 52 cartridge 920 comprising a stacked z-filter media pack 921 is shown. The cartridge 920
depicted has opposite molded-on side panels 923, 924 and a gasket arrangement 929. Although alternatives are possible,
in this instance gasket arrangement 929 is molded-on at a location flush with flow face 925 of media pack 921.
[0149] The media pack includes opposite flow faces 925, 926; for the arrangement shown face 925 being an inlet face
and face 926 being an outlet face, although alternatives are possible.
[0150] Fig. 53 is a cross-sectional view taken along line 53-53, Fig. 51. Here media pack 921 of cartridge 920 is
depicted, with opposite side 930, 931 that do not include moldings thereon. Of course moldings could be put at this
location, as well as protective panels such as preform panels of cardboard or plastic. However these are not required
in some applications.
[0151] In Fig. 54, an enlarged fragmentary cross-sectional view of a portion of Fig. 53 is shown. Gasket 929 is seen
as being pinched between flange 940 on cover 902 and flange 941 on body 901. In Fig. 54 perimeter shape of gasket
929 is shown distorted, to show where the distortion or pinching would occur. It is noted that flange 940 also includes
thereon an annular extension 940a positioned to surround the gasket 929, during assembly. When assembled, extension
940a could be sized to bottom out against flange 941, during clamping.
[0152] In Fig. 54, an edge or projection of cover 902 is shown projecting into gasket 929 to facilitate sealing. Also an
edge or projection of body 901 is shown projecting into gasket 929 to facilitate sealing. The projecting edge of body 901
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that projects into the gasket 929 is radially offset from the edge of cover 902 that projects into gasket 929; the projecting
edge of body 901 being radially offset toward media pack 929. That is, the edge of body 901 on the downstream or body
side, which projects into the gasket 929, is closer to the media pack 922, than the edge on the upstream or cover side
902 that projects into gasket 929, for the example shown.
[0153] In Fig. 54, some dimensions are shown, to indicate a workable example. The dimensions in brackets are in
millimeters, the other dimensions are in inches.
[0154] Figs. 55-58, a filter cartridge 920 useable in air cleaner 900 is depicted. Filter cartridge 920 is analogous to
filter cartridge 400, Figs. 11-14. Fig. 55 is a perspective view, Fig. 56 a top plan view, Fig. 57 a cross-sectional view
taken along line 57-57, Fig. 56; and, Fig. 58 a cross-sectional view taken along line 58-58, Fig. 56. In Figs. 56-58,
example dimensions are shown in inches (and in brackets in millimeters) to provide an understanding of a working
example. Of course alternatives can be used.
[0155] Referring to Fig. 55, filter cartridge 920 comprises media pack 921 having: opposite molded side panels 923,
924; opposite flow surfaces 925, 926; and molded housing seal arrangement 929 thereon, comprising four sections
929a, 929b, 929c and 929d.
[0156] The cartridge 920 further defines opposite surfaces 930, 931 as explained above, that do not include moldings
thereon. These surfaces extend between molded panels 923, 024. Of course surfaces 930, 931 could be partially covered
by molded arrangements, if desired. Further they can be covered or partially covered by protective covering such as
cardboard sheets, plastic sheets, etc., if desired.
[0157] It is also noted that for the air cleaner assembly of Figs. 50-58, the arrangement is shown without any support
grid extending across the air cleaner, to support flow surface 926 or flow surface 925, in use. One or more such grids
could be provided, if desired.
[0158] Further, it is noted that in Figs. 50-58, no cassette arrangement is shown separately supporting the media pack
within the air cleaner. Such a cassette arrangement could be used, if desired.
[0159] Finally, referring to the cross-section of Fig. 52, no stop arrangement is shown for supporting the media pack
921. A stop arrangement could be utilized in some applications, if desired.

VII. Example Methods of Cartridge Manufacture

[0160] General methods of manufacture of filter cartridges as described herein, are mentioned above. In this section
example manufacturing processes and mold arrangements are described.

A. An example approach to manufacture of a filter cartridge according to Figs. 7-10 and 45.
As indicated above, the filter cartridge 820 of Fig. 45 can be viewed as comprising three molded sections, namely:
panel 826, opposite panel 827 and housing seal ring 829. (The filter cartridge 300 of Figs. 7-10 is similar.)
One useable approach to manufacturing the filter cartridge of Fig. 45, is to use a three step mold procedure, molding
each of these components separately. Such a procedure is illustrated in Figs. 59-68.
Referring first to Fig. 59, a mold arrangement 1000 is depicted, useable for molding panels generally corresponding
to panels 826, 827, Fig. 45. It is noted that the mold 1000 depicted in Fig. 59, is configured for molding panels with
a slight modification from panels 826, 827. For example, mold 1000 is not configured to form the projections and
recessions observed along edges 826a, 826b, 827a and 827b, Fig. 45. However, phantom lines 1001 in Fig. 59
indicate how the mold could be modified, for forming these features.
Also, mold 1000 utilizes a different media pack stand-off arrangement, than one which would have been used to
create panels 826, 827, each with a trough (corresponding to trough 826f, Fig. 45), being the artifact from molding.
This will be further understood from the discussions below of a molding process using Fig. 59.
In Fig. 59A, mold arrangement 1000 is shown in perspective view.
Referring to Fig. 59, in general mold arrangement 1000 comprises a mold cavity 1002, with a media pack stand-off
projection arrangement 1003 positioned therein. A variety of configurations can be used for the stand-off projection
arrangement 1003. The particular configuration shown in Fig. 59, uses four (4) projections 1005. In an alternative,
a continuous rib could be used, which would result in a trough similar to that shown at 826f at Fig. 45.
In Figs. 60 and 61, cross-sectional views of mold 1000 are depicted.
In a typical molding operation, a resin would be poured into the mold cavity 1002, and then a media pack would be
set into the cavity for molding. Alternatively in some arrangements the media pack could be first positioned, and
then the mold filled with the appropriate resin.
Typically a resin will be used, as characterized above, which is a foaming resin (such as a foamed polyurethane)
that will increase in volume during molding. However, a wide variety of resin materials can be used.
In Fig. 62, mold 1000 is depicted with the media pack 1007 positioned therein, for a molding operation. From Fig.
62, one can see the media pack 1007 which stands above the bottom 1002a of cavity 1002, upon stand-off projection
arrangement 1003.
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After the molding operation of Fig. 62, the resulting media pack 1007 with one side panel 1008 thereon, would be
inverted and reset in the mold for molding the opposite side panel. This process is shown in Fig. 63.
In Figs. 64 and 65, media pack 1012 resulting from a media pack 1007 having two opposite molded side panels
1008, 1009 thereon, from a molding operation described thus far, is shown. In Fig. 65, the view point is toward side
panel 1008. In Fig. 64 the media pack 1007 is viewed toward a side which extends between the molded side panels
1008, 1009. Referring to Fig. 65, in the final construction, air flow through the media pack 1007 will be generally
between flow face 1010 and an opposite flow face 1011. In Fig. 65, opposite sides 1013 and 1014 are noted. These
would typically not have a molded panel thereon, although they could be formed that way. They also could be left
mostly uncovered or be provided with a preformed covering, for example cardboard or plastic.
The arrangement 1012 of Fig. 64, 65, will preferably have added to it, for formation of a filter cartridge, a housing
seal arrangement. With respect to this, attention is directed to Fig. 66-68.
Referring to Fig. 66, a mold section piece 1020 is shown schematically, with arrangement 1012 positioned therein,
for formation of a housing seal. Fig. 67 is a top plan view of the arrangement of Fig. 66. In Fig. 66, arrangement
1012 is positioned with a flow surface 1010 directed up, and opposite flow surface 1011 directed down.
Still referring to Fig. 66, mold section 1020 has three cavity sections therein as indicated at 1020a, 1020b and 1020c.
1020c is a section in which resin will typically not be located, and is positioned for engagement by one of the flow
surfaces 1011 (or alternatively 1010) of the arrangement 1012. Mold cavity section 1020a, will form a portion of a
housing seal arrangement, as described below, from resin therein. Section 102b is a transition section, which
provides for receipt of one of the side panels 1009, 1008.
In Fig. 68, the arrangement of Fig. 66 is shown with a second mold piece 1021 positioned over first mold piece 1020,
to fully define mold cavity 1023.
In operation, after (or if desired, before) the media pack arrangement 1012 is positioned within mold piece 1020,
resin would be positioned in cavity section 1020a. Mold piece 1021 would then be positioned in place, and the resin
would rise to fill the cavity 1023, during cure, to mold a resulting housing seal member directly to media pack
arrangement 1012. Alternatively, resin could be added through a mold fill, for example at 1023a. The cavity 1023
can be shaped to form a variety of housing seal arrangements, based on preferred selection. The particular cavity
1023 of Fig. 68 is configured to form housing seal generally analogous to seal 829. Fig. 45. Thus, cavity 1023
surrounds the media pack 1007, and the assembly 1012.
As described previously, the filter cartridge of Fig. 45 is configured with the seal arrangement 829 recessed away
from surface 824. Indeed referring to Fig. 68, mold section 1020 is depicted with central recess 1020c therein,
allowing the filter media pack arrangement 1012 to be pushed sufficiently down within the mold piece 1020, so that
flow surface 1011 (of the media pack) will project past cavity section 1020a.
Of course the mold piece 1020 could be configured to provide an alternate location (relative to end face 1011, Fig.
68) of the resulting molded housing seal arrangement. An example is provided in Fig. 69 which shows a construction
analogous to Fig. 68, except without the media pack and with the mold sections separated. Mold section 1028 which
generally corresponds to mold piece 1020, is shown without a central recess but with cavity 1029. Thus as a media
pack (not shown) and a second mold piece 1030 are positioned for molding, it can be seen that the resulting housing
seal arrangement, formed in cavity 1029 will not be recessed from the corresponding end surface of the media pack.
It is noted that in the various molding operations described in connection with Figs. 66-69, for formation of a housing
seal, in each instance the mold cavity would be configured to provide contact, being the resulting seal and either:
another molding molded to the media pack; or, directly to the media pack, completely around the media pack, so
as to ensure no leakage between the housing seal arrangement and the media pack, when the filter cartridge
resulting from the mold operation is used in an air cleaner. Even if a preform is positioned underneath a portion of
the housing seal arrangement along some sides, the mold configuration should be such that at least a portion of
the molded housing seal arrangement directly contact the media pack completely across that surface, to ensure an
appropriate leak-free seal. As to sides with a sealing mold already in place, the housing seal needs to be selected
from material that will sufficiently join with the already in place mold (such as side panels 1008, 1009) to ensure no
leakage therebetween. The types of polyurethane materials characterized hereinabove are appropriate and adequate
for these purposes.
From the above descriptions, it will be understood that a variety of alternatives are possible, from selection of cavity
configurations, for forming a filter cartridge of the general type characterized in Fig. 45 and discussed above. The
process characterized in connection with Figs. 59-64, is generally referred to herein as a "three shot mold process,"
since three molding steps, with three separate applications of resin, are used. Herein below in connection with the
remaining figures, alternate mold approaches are described.
B. An example approach for formation of a filter cartridge according to Figs. 11-14 and 55.
The filter cartridge 920 of Fig. 55 generally comprises a media pack 921 having two opposite side panels 923, 924
and a peripheral seal arrangement 929. (In Figs. 11-14 a similar filter cartridge is shown.) Such an arrangement
could be made with the three-shot mold process previously described with mold piece modified to accommodate
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the moldings shown. An alternate example approach to formation of such a filter cartridge is described herein, in
connection with Figs. 70-78.
In Fig. 70, a top plan view of a mold arrangement 1050 useable for formation of panels 923, 924, Fig. 55 is shown.
The mold arrangement 1050 is also configured to form sections of housing seal arrangement 929; i.e., sections
929a, 929c, Fig. 55.
Referring to Fig. 70, mold arrangement 1050 defines mold cavity 1051.
In Fig. 71 generally corresponds to a cross-sectional view of mold piece 1050, taken along line 71-71, Fig. 70. Fig.
72 corresponds to mold arrangement 1050 viewed from the cross-sectional view of line 72-72, Fig. 70. In Figs. 71
and 72, a media pack 1052 is shown positioned in mold 1050.
From Figs. 70-72, it will be understood that mold arrangement 1050 defines cavity 1051 and media pack stand-off
projection arrangement 1053. A variety of configurations of projection arrangements can be used. The particular
projection arrangement 1053 depicted, comprises a segmented line of projections 1056 and a continuous projection
1057. The direction of extension of continuous projection 1057 corresponding to a line parallel to a segmented line
defined by projections 1056.
Cavity 1051, Figs. 70, 71, further defines a housing seal segment forming trough 1059.
In Figs. 71 and 72, mold arrangement 1050 is schematically depicted with the media pack 1052 therein, for formation
of a side panel and housing seal arrangement section. In a typical operation, the liquid resin to be cured to form a
side panel and housing seal section will be positioned within the mold cavity 1051, before the media pack 1052 is
put into position. The resin would then cure, typically with an increase in volume from foaming, resulting in a panel
and a section of housing seal.
The opposite panel will be formed by removing resulting combination 1060, Fig. 73 from the first molding step,
inverting it, and replacing it in the mold (after positioning additional resin in the mold).
Referring to Fig. 70, it is noted that trough section 1059 is configured at ends 1061 to form opposite ends of the
housing seal arrangement, with a recessed center therein. This will facilitate knitting of side strips in the housing
seal arrangement, during the next steps of molding, described below in connection with Figs. 74-78.
Referring first to Fig. 55, the partially completed cartridge after Fig. 73, i.e., after the molding steps described thus
far, would be a media pack 921, having side panels 923, 924 thereon, with housing seal sections 929a and 929c
of housing seal arrangement 929. Sections 929b and 929d of housing seal arrangement 929 are yet to be formed.
Attention is now directed to Fig. 74, in which a mold arrangement 1070 useable to form housing seal sections 929b
and 929d, Fig. 55, is shown. In Fig. 74 mold arrangement 1070 is shown in perspective view. In Fig. 75 mold
arrangement 1070 is shown in top plan view. Fig. 76 is a cross-sectional view taken along line 76-76, Fig. 75. In
Figs. 75 and 76 mold cavity 1072 is viewable. Fig. 77 is a cross-sectional view of mold arrangement 1070, taken
along line 77-77 thereof.
In Fig. 78, mold arrangement 1070 is shown with a media pack (shown schematically) positioned therein. In typical
use, resin will be placed in mold cavity section 1072, before the media pack is positioned in the mold. Upon cure,
typically with foaming and thus increase in volume, the resin in mold cavity section 1072 will form one of the strips
929b, 929d, Fig. 55, in the resulting product. Of course the resulting partially completed cartridge could then be
removed from the mold, inverted and placed in the mold with additional resin, to form the remaining one of the strips
929b, 929d.
The mold cavity is configured to provide the knitting of the resin in the joints 1075, Fig. 55, in the molding process.
The process described with respect to Figs. 70-78, is a four-shot mold process. That is, four resin additions to mold
arrangements are used. Alternate mold processes are possible, for example a three-shot process as described
above in connection with Figs. 59-69, except modified for the appropriate mold cavity, could be used.
In the next section an alternate one-shot mold process is described.
C. An example approach for formation of a filter cartridge using a one-shot mold process, Figs. 79-80.
The reference numeral 1080, Fig. 79, indicates a mold assembly useable to form a filter cartridge comprising a z-
filter media pack having: (a) two opposite molded side panels; and, (b) a molded housing seal ring, in a one-shot
mold process. Referring to Fig. 79, the mold arrangement 1080, shown schematically, is a two-piece mold having
a mold base 1082, defining a mold cavity 1083; and, a mold cover 1085.
Still referring to Fig. 79, positioned within the mold cavity 1083 is a z-filter media pack 1087.
In Fig. 79, the mold arrangement 1080 with a media pack 1087 therein, is depicted in cross-section, to facilitate an
understanding of the concept. The media pack 1087 is positioned such that the opposite molded side panels will
be formed at opposite sides 1090, 1091, by resin in portions 1093, 1094 of the cavity 1083. Portions 1093 and 1094
would extend along sides 1090, 1091 respectively, but would not extend, in a typical preferred application, completely
across ends of the media pack 1087 extending between the sides 1090, 1091.
For orientation, for the particular arrangement depicted, the flow surfaces of the media pack 1087 will be positioned
at 1096 and 1097.
Of course in filter cartridge arrangements analogous to those described in Figs. 45 and 55, the housing seal ar-
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rangement comprises a ring in a plane extending circumferentially around the media pack. This type of housing seal
arrangement can be formed in the same resin shot as the panel sections at 1093, 1094, with the mold arrangement
according to mold arrangement 1080. In particular, shelf 1100, and mold volume above that shelf defined by outer
mold surface 1101, define cavity portion 1102, of cavity 1083, in which the housing seal ring will be formed. Shelf
1100 and outer surface 1101 would be configured in the mold arrangement 1080, to completely surround the media
pack 1087, as shown in Fig. 80. (In Fig. 80, a top plan view of the arrangement of Figs. 79 is shown, with cover
1085 removed.)
Several modes of operation are possible. In one, after the media pack 1087 is positioned in the mold cavity 1083,
resin would be poured into cavity portions 1093, 1094 and 1102, in a single resin pour. Cover 1085 could then be
put in place, and the resin allowed to rise and cure. In an alternate mode of operation, the mold cover 1085 could
be positioned before the resin is inserted, the resin could be inserted through a mold-fill opening and mold cover
1085, as shown at Fig. 79 at 1105 (with venting shown at 1106).
Of course still further possibilities can be used. However, the examples indicate how a filter cartridge having two
opposite molded side panels and a molded circumferential housing seal arrangement could be made in a single
mold pour, with techniques according to the disclosure.
Of course the shape or contour of shelf 1100 and outer surface 1101, can be modified as desired, to provide selected
or preferred housing seal shapes or contours.
In a typical application, the cavity 1083 would be provided with appropriate structure therein for centering the media
pack 1087 and inhibiting flash from extending across surfaces of the media pack 1087, any undesired amount.
If desired, with any of the mold approaches described herein above in connection with Figs. 59-80, extra pieces can
be positioned against the media pack on surfaces as desired. Such pieces comprising cardboard, plastic or other
sheet material, can simply be positioned on the media pack before an insertion into the molds, or the mold arrange-
ments can be modified to accommodate the pieces being separately added.
D. Variations to form filter cartridges with molding completely peripherally around the media pack, leaving only the
opposite flow faces exposed.
Herein above, in general the filter cartridges described or shown each have a pair of opposite molded panels, molded
directly to the media packs to seal ends of the single facer strips used to make the media packs. Thus, the resulting
filter cartridge only has side panels molded to two opposite sides of the media pack, since only two sides of the
media pack have exposed lead and tail ends of the single facer strips used to form the media pack. In the alternative,
filter cartridges can be formed which have moldings extending completely peripherally around the media packs; i.e.,
covering four sides. These could be made with a one-shot process as described in connection with Figs. 79 and
80, by extending the portion (1094) of the mold cavity (1083) that forms the side panels to run completely around
the media pack (as the portion (1102) that forms the seal trough already extends completely peripherally around
the media pack). Variations of the four-shot mold process could also be used to make such an arrangement, by
having the mold of Fig. 78, which only forms a section of the housing seal, modified to form a complete panel with
a housing seal section thereon.
An approach analogous to that described in connection with Figs. 59-68 could also be used. However instead of
the process being a three-shot mold process, it would be a five-shot mold process, since four shots would be required
to first form the four panels, before the housing seal is molded.
E. Variations in housing seal position.
The various examples provided herein, the housing seal generally sits in a plane parallel to a plane of the inlet face
and the outlet face or both, sometimes in the same plane as the inlet face and the outlet face. Alternatives are
possible, using the various techniques described herein, but modifying the molds appropriately.
F. Modifications from blocked media packs.
The examples provided each use a blocked media pack, in which outside surfaces intersect at a right angle. Alter-
natives are possible, including ones, for example, in which the media pack has been formed from layers in a stack
that are off-set sufficiently, to generate a media pack having at least one cross-section which comprises an oblique
parallelogram; i.e., a parallelogram in which while opposite sides are parallel, the sides do not intersect at a 90°
angle. An example of such a media pack is known in U.S. Provisional Application 60/579,754, filed June 14, 2004
(at Fig. 6A). A similarly shaped media pack could be used in molding operations as described herein, for generation
of a filter cartridge.

VIII. A General Characterization of the Filter Cartridges and Methods

[0161] In general terms, filter cartridges of the types described herein comprise a filter media pack comprising a stacked
construction of single facer strips, each single facer strip typically comprising a fluted sheet secured to a facing sheet
in position to define inlet and outlet flow channels extending between first and second opposite flow faces. The filter
cartridge further includes a molded side panel arrangement comprising at least first and second opposite molded panels
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molded directly to, and in sealing coverage over, a first set of two opposite sides (or ends) to the media pack defined
by lead ends and tail ends of the strips of media. The filter cartridge further includes a housing seal arrangement molded
into the filter cartridge arrangement. The housing seal arrangement can be: (a) molded onto the molded side panel
arrangement; (b) molded directly onto the media pack; or, (c) it can have portions molded to both. Typical arrangements
described herein, have portions either: (a) molded to both; or, (b) arranged such that portions are integral with the molded
side panels while other portions are molded directly to the media pack.
[0162] Within the filter cartridge including molded side panel arrangements, the molded side panel arrangements can
be configured to extend partially across sides which are otherwise partially not covered. Typically, there is at least 50%
(by area) exposed media (i.e., media not covered by molding) positioned on these uncovered sides. In some instances
these sides can be covered by preform side wall sections, for example cardboard or plastic sheets.
[0163] The housing seal arrangement in some instances is an integrally molded portion of the molded side panel
arrangement. By "integrally molded portion" in this context, it is meant that the housing seal arrangement is molded from
the same resin pool and at the same time, as the molded side panel arrangement. An example of this is described above,
in connection with the one-shot molding process. Also, portions (or sections) of the housing seal arrangements are
integrally molded with the molded side panel arrangement in the four-shot molded approach described above.
[0164] Of course, in some applications the housing seal arrangement is not an integrally molded portion of the molded
side panel arrangement. For example, the housing seal arrangement can be molded to the media pack after the molded
side panel arrangement has already been formed. An example of this was described above in connection with the three-
shot mold approach.
[0165] In some examples, the media pack is a blocked, stacked construction. However the media pack, as described,
can be a slanted stacked construction defining at least one oblique parallelogram cross section. The term "slanted,
stacked construction" in this context, refers to a media pack that is stacked, but stacked such that two opposite parallel
sides do not extend perpendicular to the sides they intersect.
[0166] In some arrangements the housing seal arrangement comprises a single integrally molded perimeter seal
extension. Examples of this were described above in connection with the one-shot mold process description and the
three-shot mold process description.
[0167] In other examples, the housing seal arrangement comprise a plurality of separately molded sections or exten-
sions. An example of this was described above in connection with the four-shot molded process approach.
[0168] In some preferred filter cartridges, the molded side panel arrangement comprises two opposite mold panels
each having or defining a first compression edge (or housing engagement edge) adjacent the first flow face and the
second compression edge adjacent the second flow face and, the housing seal arrangement comprises a housing seal
perimeter extension that is recessed from alignment with each compression edge (or housing engagement edge). An
example of this was illustrated herein in connection with the cartridge of Fig. 45. The edges, which form compression
edges, can also be characterized as "housing engagement edges," "axial abutment surface;" or by similar terms. Preferred
edges, which comprise a non-planar contour, typically a projection/recess contour, are shown in Fig. 45. In this example,
each compression edge comprises a plurality of (at least two) projections at least one and typically in a plurality of
recesses, although alternate projections/ recess arrangements are possible.
[0169] Housing seal arrangements described hereinabove in connection with the examples of Figs. 45 and 55, are
axial pinch seals, that is each is configured to be pinched axially between housing components, when the filter cartridge
is installed in use. The term "axial" and "axially" in this context, refers to a direction of seal force generally parallel to the
direction of air flow through the media pack, as opposed to toward or away from a center line of the media pack extending
between the flow faces.
[0170] The housing seal arrangement (and the side moldings) can be provided from a variety of materials. When
separately molded, it is not required that they all be the same. An example material useable for both the seal and the
side moldings described herein is polyurethane. An example polyurethane characterized is a foamed polyurethane which
will increase in volume during use. Preferred ones increase by at least 40% in volume, to fill the mold cavities (typically
at least 80% in volume) and having an as-molded density of no greater than 30 lbs/cu.ft (0.48 g/cc), typically no greater
than 22 lbs/cu.ft. (0.35 g/cc) and usually with in the range of 10 lbs/cu.ft (0.16 g/cc) to 22 lbs/cu.ft (0.35 g/cc); and, a
hardness (Shore A) typically of not greater than 30, preferably not greater than 25 and typically within the range of 12
to 22. Of course polyurethanes outside of this range can be used, but the characterized ones are advantageous for
manufacturing and handling.
[0171] Also described herein are air cleaner arrangements comprising a housing having an inlet section and an outlet
section, and a filter cartridge typically as characterized herein, positioned therein. An example air cleaner in which an
outlet section is selectively rotatably pivotable relative to the inlet section to release sealing pressure in the housing seal
arrangement is described hereinabove, in connection with Fig. 23. This arrangement can be further characterized as
having an access cover, with a housing body section forming a three-sided receiver for the seal and media pack, of the
filter cartridge.
[0172] An air cleaner arrangement in which the housing further includes a removable cassette therein, the cassette
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being configured to receive the filter cartridge therein during use, as shown.
[0173] Methods (processes) of forming a filter cartridge arrangement are described, which generally involve molding
a molded side panel arrangement and a housing seal arrangement to a filter media pack. The term "molding...to" in this
context and variants thereof, is to refer to a process in which the molding is generated on a portion of the filter media
pack, as opposed to preformed and then attached to the media pack for example by potting. A one-shot mold process,
a three-shot mold process and a four-shot mold process are described, as examples.
[0174] Subsequently, a resume of preferred embodiments of the invention is provided:

Embodiment 1. A filter cartridge arrangement comprising:

(a) a filter media pack comprising a stacked construction of individual strips of media each comprising a fluted
sheet secured to facing sheet to define inlet and outlet flow channels extending between first and second,
opposite, flow surfaces;
(b) a molded side panel arrangement comprising at least first and second, opposite, molded panels molded
directly to, and in sealing coverage over, a first set of two opposite sides of the media pack defined by lead
ends and tail ends of the strips of media; and,
(c) a housing seal arrangement molded into the filter cartridge arrangement.

Embodiment 2. A filter cartridge arrangement including the features of embodiment 1 wherein:

(a) the filter media pack has a second set of two opposite sides each of which is at least partially not covered
by the molded side panel arrangement.

Embodiment 3. A filter cartridge arrangement including the features of embodiment 2 wherein:

(a) the filter media pack second set of two opposite sides is such that each is at least 50% not covered by
molded the side panel arrangement.

Embodiment 4. A filter cartridge arrangement including the features of embodiment 3 wherein:

(a) each media pack side of the second set of two opposite sides is covered by a pre-form sidewall section.

Embodiment 5. A filter cartridge arrangement including the features of any of embodiments 1-4 wherein:

(a) the housing seal arrangement is an integrally molded portion of the molded side panel arrangement.

Embodiment 6. A filter cartridge arrangement including the features of any of embodiments 1-4 wherein:

(a) the housing seal arrangement is not an integrally molded portion of the molded side panel arrangement.

Embodiment 7. A filter cartridge arrangement including the features of any of embodiments 1-6 wherein:

(a) the media pack is a blocked, stacked, construction.

Embodiment 8. A filter cartridge including the features of any of embodiments 1-6 wherein:

(a) the media pack is a slanted, stacked, construction defining at least one oblique parallelogram cross-section.

Embodiment 9. A filter cartridge arrangement including the features of any of embodiments 1-8 wherein:

(a) the housing seal arrangement comprises a single, integrally molded, perimeter seal extension.

Embodiment 10. A filter cartridge including the features of any of embodiments 1-8 wherein:

(a) the housing seal arrangement comprises a plurality of separately molded seal sections.

Embodiment 11. A filter cartridge arrangement including the features of any of embodiments 1-10 wherein:
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(a) the molded side panel arrangement comprises two, opposite, molded panels each defining a first edge
adjacent the first flow face and a second edge adjacent the second flow face; and,
(b) the housing seal arrangement comprises a housing seal perimeter extension recessed from alignment with
each edge.

Embodiment 12. A filter cartridge arrangement including the features of embodiment 11 wherein:

(a) the first and second edges of the two, opposite, molded panels defines a projection/recess contour.

Embodiment 13. A filter cartridge arrangement including the features of embodiment 12 wherein:

(a) the first and second edges each comprise a plurality of projections.

Embodiment 14. A filter cartridge arrangement including the features of any of embodiments 1-13 wherein:

(a) the housing seal arrangement is an axial pinch seal; and,
(b) the housing seal arrangement and the molded side panel arrangement each comprise polyurethane.

Embodiment 15. A filter cartridge arrangement including the features of any of embodiments 1-14 wherein:

(a) the housing seal arrangement and the molded side panel arrangement each comprise foamed polyurethane
having an as-molded density of no greater than 30 lbs/cu.ft.

Embodiment 16. An air cleaner comprising:

(a) a housing having an inlet section and an outlet section; and
(b) a filter cartridge arrangement according to claim 1, wherein the housing seal arrangement is an axial pinch
seal; the filter cartridge being positioned within the housing with the housing seal arrangement axially pinched
to seal against undesired levels of unfiltered air flow between the inlet and outlet sections.

Embodiment 17. An air cleaner including the features of embodiment 16 wherein:

(a) the outlet section is selectively rotationally pivotable relative to the inlet section to release sealing pressure
on the housing seal arrangement.

Embodiment 18. An air cleaner including the features of embodiment 16 wherein:

(a) the filter cartridge is according to claim 11; and,
(b) the filter cartridge is positioned in the housing with housing portions in compression engagement with the
first and second edges of each of the two, opposite, molded panels.

Embodiment 19. An air cleaner including the features of embodiment 16 wherein:

(a) the filter cartridge is removably positioned within a preformed cassette; and,
(b) the filter cartridge and cassette are positioned within the housing with the housing seal member pinched
between a flange on the cassette and a portion of the housing.

Embodiment 20. A method of forming a filter cartridge arrangement; the method including a step of:

(a) molding a molded side panel arrangement and a housing seal arrangement to a filter media pack;

(i) the filter media pack comprising a stacked construction of strips of media comprising fluted sheet secured
to facing sheet to define inlet and outlet flow channels extending between first and second, opposite, flow
faces;
(ii) the molded side panel arrangement comprising at least first and second, opposite, molded panels molded
directly to, and in sealing coverage over, a first set of two opposite sides of the media pack defined by lead
ends and tail ends of the strips of media; and,
(iii) the housing seal arrangement extending around the media pack.
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Embodiment 21. A method including the features of embodiment 20 comprising:

(a) a one shot mold process.

Embodiment 22. A method including the features of embodiment 20 comprising:

(a) a three-shot mold process.

Embodiment 23. A method including the feature of embodiment 20 comprising:

(a) a four-shot mold process.

Claims

1. A filter cartridge arrangement (300) comprising:

(a) a filter media pack (301) comprising a stacked construction of individual strips (200, 202) of media each
comprising a fluted sheet secured to facing sheet to define inlet and outlet flow channels extending between
first and second, opposite, flow surfaces (305, 306);
(b) a side panel arrangement comprising at least first and second, opposite, panels (302, 303); and,
(c) a housing seal arrangement (310) being a peripheral seal ring (310) adjacent to, but spaced from the first
flow surface (305) toward the second flow surface (306);
characterized in that
(d) the side panel arrangement is a molded side panel arrangement with the at least first and second, opposite,
panels (302, 303) being molded panels molded directly to, and in sealing coverage over, a first set of two
opposite sides (220, 221) of the media pack defined by lead ends (209b) and tail ends (209a) of the strips of
media; and,
(e) the housing seal arrangement (310) is molded onto the filter cartridge arrangement (300);
(f) the filter media pack (301) has a second set of two opposite sides each of which is at least partially not
covered by the molded side panel arrangement.

2. A filter cartridge arrangement (300) according to claim 1 wherein:

(a) the filter media pack (301) second set of two opposite sides Is such that each is at least 50% not covered
by molded the side panel arrangement.

3. A filter cartridge arrangement (300) according to claim 2 wherein:

(a) each media pack (301) side of the second set of two opposite sides is covered by a pre-form sidewall section.

4. A filter cartridge arrangement (300) according to any one of claims 1-3 wherein:

(a) the housing seal arrangement (310) is an integrally molded portion of the molded side panel arrangement.

5. A filter cartridge arrangement (300) according to any one of claims 1-3 wherein:

(a) the housing seal arrangement (310) Is not an integrally molded portion of the molded side panel arrangement.

6. A filter cartridge (300) according to any one of claims 1-5 wherein:

(a) the media pack (301) is a slanted construction defining at least one oblique parallelogram cross-section.

7. A filter cartridge arrangement (300) according to any one of claims 1-6 wherein:

(a) the housing seal arrangement (310) comprises a single, integrally molded, perimeter seal extension.

8. A filter cartridge (300) according to any one of claims 1-6 wherein:
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(a) the housing seal arrangement (310) comprises a plurality of separately molded seal sections.

9. A filter cartridge arrangement (300) according to any one of claims 1-8 wherein:

(a) the two, opposite, molded panels (302, 303) each defining a first edge adjacent the first flow face and a
second edge adjacent the second flow face; and,
(b) the housing seal arrangement (310) comprises a housing seal perimeter extension recessed from alignment
with each edge.

10. A filter cartridge arrangement (300) according to claim 9 wherein:

(a) the first and second edges of the two, opposite, molded panels (302, 303) defines a projection/recess contour.

11. A filter cartridge arrangement (300) according to claim 10 wherein:

(a) the first and second edges each comprise a plurality of projections.

12. A filter cartridge arrangement (300) according to any one of claims 1-11 wherein:

(a) the housing seal arrangement (310) is an axial pinch seal: and,
(b) the housing seal arrangement (310) and the molded side panel arrangement each comprise polyurethane.

13. A filter cartridge arrangement (300) according to any one of claims 1-12 wherein:

(a) the housing seal arrangement (310) and the molded side panel arrangement each comprise foamed poly-
urethane having an as-molded density of no greater than 480,55 kg/m3 (30 lbs/cu.ft).

14. A filter cartridge arrangement (820) according to any one of claims 1-13 wherein:

(a) the housing seal arrangement is an axial pinch seal and includes a trough (895)

(i) provided along the media pack (821) and surrounding said pack; and
(ii) opening towards a flow surface (824, 825);
(iii) a contoured surface with a recess on the trough (895), facing in the same direction as one of the flow
surfaces (824, 825)
(iv) and a tapered region (310c), directed toward the other one of the flow surfaces.

Patentansprüche

1. Filtereinsatzanordnung (300) umfassend:

(a) ein Filtermedienpaket (301), welches eine gestapelte Konstruktion individueller Streifen (200, 202) von
Medien umfasst, die jeweils eine gerillte Lage (66) umfassen, welche an einer Decklage gesichert ist, um
Einlass- und Auslassflusskanäle zu definieren, die sich zwischen ersten und zweiten, gegenüberliegenden
Flussflächen (305, 306) erstrecken;
(b) eine Seitenpaneelanordung, die wenigstens erste und zweite, gegenüberliegende Paneele (302, 303) auf-
weist; und,
(c) eine Gehäusedichtanordnung (310) bestehend aus einem peripheren Dichtring (310) benachbart zu, aber
beabstandet von der ersten Flussfläche (305) zu der zweiten Flussfläche (306) dadurch gekennzeichnet, dass
(d) die Seitenpaneelanordnung eine geformte Seitenpaneelanordnung ist, wobei die mindestens ersten und
zweiten, gegenüberliegenden Paneele (302, 303) geformte Paneele sind, die direkt an und in dichtender Be-
deckung über einem ersten Satz von zwei gegenüberliegenden Seiten (220, 221) des Medienpakets geformt
sind, wobei das Medienpaket durch Vorderenden (209b) und Hinterenden (209a) der Streifen von Medien
definiert ist; und
(e) die Gehäusedichtanordnung (310) auf die Filtereinsatzanordnung (300) geformt ist;
(f) das Filtermedienpaket (301) einen zweiten Satz von zwei gegenüberliegenden Seiten aufweist, von der jede
wenigstens teilweise nicht durch die geformte Seitenpaneelanordnung bedeckt ist.
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2. Filtereinsatzanordnung (300) nach Anspruch 1 wobei:

(a) der zweite Satz von zwei gegenüberliegenden Seiten des Filtermedienpakets (301) derart ist, dass jede
wenigstens zu 50% nicht durch die geformte Seitenpaneelanordnung bedeckt ist.

3. Filtereinsatzanordnung (300) nach Anspruch 2 wobei:

(a) jede Seite des Medienpakets (301) des zweiten Satzes von zwei gegenüberliegenden Seiten durch einen
Vorform-Seitenwandabschnitt bedeckt ist.

4. Filtereinsatzanordnung (300) nach einem der Ansprüche 1-3 wobei:

(a) die Gehäusedichtanordnung (310) ein integral geformter Teilbereich der geformten Seitenpaneelanordnung
ist.

5. Filtereinsatzanordnung (300) nach dem der Ansprüche 1-3 wobei:

(a) die Gehäusedichtanordnung (310) kein integral geformter Teilbereich der geformten Seitenpaneelanordung
ist.

6. Filtereinsatzanordnung (300) nach einem der Ansprüche 1-5 wobei:

(a) das Medienpaket (301) eine abgeschrägte Konstruktion ist, die wenigstens einen geneigten Parallelogramm-
Querschnitt aufweist.

7. Filtereinsatzanordnung (300) nach einem der Ansprüche 1-6 wobei:

(a) die Gehäusedichtanordnung (310) eine einzelne, integral geformte Umfangsdichterweiterung umfasst.

8. Filtereinsatzanordnung (300) nach einem der Ansprüche 1-6 wobei:

(a) die Gehäusedichtanordnung (310) eine Vielzahl von separat geformten Dichtabschnitten umfasst.

9. Filtereinsatzordnung (300) nach einem der Ansprüche 1-8 wobei:

(a) die beiden gegenüberliegenden, geformten Paneele (302, 303) jeweils eine erste Kante benachbart zu der
ersten Flussfläche und eine zweite Kante benachbart zu der zweiten Flussfläche definieren; und
(b) die Gehäusedichtanordnung (310) eine Gehäusedicht-Umfangserweiterung umfasst, welche von einer Aus-
richtung mit jeder Kante zurückgesetzt ist.

10. Filtereinsatzordnung (300) nach Anspruch 9 wobei:

(a) die ersten und zweiten Kanten der zwei gegenüberliegenden, geformten Paneele (302, 303) eine Vor-
sprungs/Ausnehmungs-Kontur definieren.

11. Filtereinsatzanordnung (300) nach Anspruch 10 wobei:

(a) die ersten und zweiten Kanten jeweils eine Vielzahl von Vorsprüngen umfassen.

12. Filtereinsatzanordnung (300) nach einem der Ansprüche 1-11 wobei:

(a) die Gehäusedichtanordnung (310) eine axiale Quetschdichtung ist, und
(b) die Gehäusedichtanordnung (310) und die geformte Seitenpaneelanordung jeweils Polyurethan umfassen.

13. Filtereinsatzanordnung (300) nach einem der Ansprüche 1-12 wobei:

(a) die Gehäusedichtanordnung (310) und die geformte Seitenpaneelanordung jeweils geschäumtes Polyure-
than umfassen, welches eine Dichte, wie geformt, von nicht mehr als 480,55 kg/m3 (30 lbs/cu.ft.) aufweist.
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14. Filtereinsatzanordnung (820) nach einem der Ansprüche 1-13 wobei:

(a) die Gehäusedichtanordnung eine axiale Quetschdichtung ist und eine Vertiefung (895) umfasst

(i) welche entlang des Medienpakets (821) bereitgestellt ist und dieses Paket umgibt; und
(ii) sich in Richtung auf eine Flussfläche (824, 825) öffnet;
(iii) eine konturierte Fläche mit einer Ausnehmung an der Vertiefung (895) aufweist, die in die gleiche
Richtung wie eine der Flussflächen (824, 825) zeigt
(iv) und einen konischen Bereich (310c) aufweist, gerichtet in Richtung der anderen Flussfläche.

Revendications

1. Agencement de cartouche de filtre (300) comprenant :

(a) un bloc de substrat (301) de filtre comprenant une construction empilée de bandes individuelles (200, 202)
de substrat chacune comprenant une feuille ondulée fixée sur la feuille opposée pour définir des canaux d’écou-
lement d’entrée et de sortie s’étendant entre des première et seconde surfaces d’écoulement opposées (305,
306) ;
(b) un agencement de panneau latéral comprenant au moins des premier et second panneaux opposés
(302,303) ;
(c) un agencement de joint de logement (310) étant une bague d’étanchéité périphérique (310) adjacente à,
mais espacée de la première surface d’écoulement (305) vers la seconde surface d’écoulement (306) ;
caractérisé en ce que
(d) l’agencement de panneau latéral est un agencement de panneau latéral moulé avec les au moins des
premier et second panneaux opposés (302, 303) étant des panneaux moulés moulés directement sur, et en
couverture d’étanchéité au-dessus, d’une première série de deux côtés opposés (220, 221) du bloc substrat
défini par des extrémités avant (209b) et des extrémités arrières (209a) des bandes de substrat ; et
(e) l’agencement de joint de logement (310) est moulé sur l’agencement de cartouche de filtre (300) ;
(f) le bloc de substrat (301) de filtre comporte une seconde série de deux côtés opposés dont chacun est au
moins en partie non couvert par l’agencement de panneau latéral moulé.

2. Agencement de cartouche de filtre (300) selon la revendication 1 dans lequel :

(a) la seconde série de deux côtés opposés du bloc de substrat (301) de filtre est telle que chacun est au moins
à 50% non couvert par l’agencement de panneau latéral moulé.

3. Agencement de cartouche de filtre (300) selon la revendication 2 dans lequel :

(a) chaque côté de bloc de substrat (301) de la seconde série de deux côtés opposés est couvert par une
section de paroi latérale préformée.

4. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-3 dans lequel :

(a) l’agencement de joint de logement (310) est une partie intégralement moulée de l’agencement de panneau
latéral moulé.

5. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-3 dans lequel :

(a) l’agencement de joint de logement (310) n’est pas une partie intégralement moulée de l’agencement de
panneau latéral moulé.

6. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-5 dans lequel :

(a) le bloc de substrat (301) est une construction inclinée définissant au moins une section transversale en
parallélogramme oblique.

7. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-6 dans lequel :



EP 2 319 601 B1

26

5

10

15

20

25

30

35

40

45

50

55

(a) l’agencement de joint de logement (310) comprend une seule extension de joint de périmètre moulée
intégralement.

8. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-6 dans lequel :

(a) l’agencement de joint de logement (310) comprend une pluralité de sections de joint moulées séparément.

9. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-8 dans lequel :

(a) les deux panneaux moulés opposés (302, 303) définissant chacun un premier bord adjacent à la première
face d’écoulement et un second bord adjacent à la seconde face d’écoulement ; et
(b) l’agencement de joint de logement (310) comprend une extension de périmètre de joint de logement en
retrait de l’alignement avec chaque bord.

10. Agencement de cartouche de filtre (300) selon la revendication 9 dans lequel :

(a) les premier et second bords des deux panneaux moulés opposés (302, 303) définissent un contour en
saillie/retrait.

11. Agencement de cartouche de filtre (300) selon la revendication 10 dans lequel :

(a) les premiers et seconds bords comprennent chacun une pluralité de saillies.

12. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-11 dans lequel :

(a) l’agencement de joint de logement (310) est un joint pincé axial ;
(b) l’agencement de joint de logement (310) et l’agencement de panneau latéral moulé comprennent chacun
du polyuréthane.

13. Agencement de cartouche de filtre (300) selon l’une quelconque des revendications 1-12 dans lequel :

(a) l’agencement de joint de logement (310) et l’agencement de panneau latéral moulé comprennent chacun
de la mousse de polyuréthane ayant une densité moulée de pas plus de 480,55 kg/m3 (30 Ibs/cu.ft).

14. Agencement de cartouche de filtre (820) selon l’une quelconque des revendications 1-13 dans lequel :

(a) l’agencement de joint de logement est un joint pincé axial et inclut un passage (895) ;

(i) placé le long du bloc de substrat (821) et entourant le bloc de substrat ;
(ii) ouvrant vers une surface d’écoulement (824, 825) ;
(iii) une surface formée avec un évidement sur le passage (895), dirigée dans la même direction que l’une
des surfaces d’écoulement (824, 825)
(iv) et une région conique (310c), dirigée vers l’autre des surfaces d’écoulement.
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