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Description

TECHNICAL FIELD

[0001] This invention relates to a device for producing
portion packets of a smokeless tobacco product or non-
tobacco snuff product, comprising a forming arrange-
ment configured to form portion packets of the product
from a supply of product material, a packaging arrange-
ment configured to fold and seal a packaging material
around the portion packets, a sensor member configured
to generate information useful for identifying defect por-
tion packets during operation of the device, a rejection
system configured to reject selected portion packets dur-
ing operation of the device, and a control system config-
ured to receive the information generated by the sensor
member and to control the rejection system.
[0002] The invention also relates to a method for pro-
ducing portion packets of a smokeless tobacco product
or non-tobacco snuff product comprising the steps of
forming portion packets, folding and sealing a packaging
material around the portion packets, generating informa-
tion useful for identifying defect portion packets, and re-
jecting selected portion packets.

BACKGROUND OF THE INVENTION

[0003] Devices for packaging of individual portion
packets of a smokeless tobacco product or non-tobacco
snuff product, such as finely divided moistened tobacco
material, in Swedish "snus", are known from, for instance,
EP0921978 and US2010/0101189.
[0004] It is important that the customer product, typi-
cally a can filled with a certain number of tobacco pouch-
es, is of high quality which, for instance, means that cans
that contain one or several individual pouches that are
too large/heavy or too small/light should not be sent out
to customers. To avoid that such faulty/defect individual
pouches are placed in the can they must be identified
and rejected during production before being placed in
the can.
[0005] US2010/0101189 discloses a machine capable
of detecting and removing from the production line
pouches that have a weight out of a preselected range.
The machine comprises a microwave emitter device in-
terposed between paired transport belts and cutting
means that senses the mass density of the tobacco par-
ticles contained in each of the pouches. A control unit
connected to the emitter calculates the weight of each
pouch and compares with reference values. If out of
range, the pouch is removed by means of a mechanical
expulsion device activated by the control unit.
[0006] US2012/0023874 discloses a device compris-
ing an inspection and feed control system for identifying
and rejecting pouches that have a content that deviates
from a certain specification. Sensors are used to deter-
mine the content of individual pouches. The function of
these sensors is not explained, so it is therefore unclear

how to apply the disclosed inspection and feed control
system.
[0007] In the device disclosed in EP0921978 the por-
tion packets are formed by a rotary portioning wheel and
placed onto an "endless" strip/tape of heat-sealable
packaging material that is fed under the wheel and that
transports the portion packets towards a folding and seal-
ing unit where the packaging material is folded, cut and
transversely sealed around the individual portion pack-
ets. The problem of identifying and rejecting faulty pouch-
es is not addressed in EP0921978.

SUMMARY OF THE INVENTION

[0008] The machine disclosed in US2010/0101189
may work well for rejecting packaged portion packets,
also called pouches, that contain too little or too much
smokeless tobacco product material or non-tobacco
snuff product material, at least in the type of machine
described. However, no indication is given on how to de-
tect pouches with other defects than a faulty size or
weight. Further, US2010/0101189 gives no indication on
how to remove defect pouches from the production line
in other types of machines, such as the one disclosed in
EP0921978.
[0009] There is thus a need for improvements with re-
gard to identification and rejection of faulty individual
pouches in devices for packaging of individual portion
packets of a smokeless tobacco product or a non-tobac-
co snuff product.
[0010] The invention concerns a device for producing
portion packets of a smokeless tobacco product or non-
tobacco snuff product, said device comprising

- a forming arrangement configured to form portion
packets of the product from a supply of product ma-
terial,

- a packaging arrangement configured to fold and seal
a packaging material around the portion packets,

- a sensor member configured to generate information
useful for identifying defect portion packets during
operation of the device,

- a rejection system configured to reject selected por-
tion packets during operation of the device, and

- a control system configured to receive the informa-
tion generated by the sensor member and to control
the rejection system.

[0011] The sensor member is capable of generating
data of at least a part of an individual portion packet during
operation of the device, and the control system is con-
figured to i) carry out a comparison between a) the data
received from the sensor member and b) reference data,
and to ii) control the rejection system depending on a
result of said comparison.
[0012] Such a device can be used to identify a variety
of defects of individual portion packets, such as an in-
complete sealing of the packaging material, an inappro-
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priate positioning of a portion packet before packaging,
the presence of product material on an outside of the
packaging material, etc., which makes it possible to reject
such portion packets and avoid placing them in the can,
i.e. in the customer product. This improves the quality of
the customer product.
[0013] The reference data relate to data for portion
packets deemed to be acceptable and/or correct.
[0014] The packaging material may comprise, or be
constituted by, a material that is permeable to saliva
and/or is heat sealable, such as viscose fibres bonded
by a thermoplastic bonding agent. The packaging mate-
rial may be a non-woven material, which is a fibrous ma-
terial comprising relatively disordered fibres in compari-
son to a woven material. Examples of suitable materials
for a non-woven intended for a smokeless tobacco prod-
uct or non-tobacco snuff product are given in patent doc-
ument EP 2 692 254 A1.
[0015] Also the weight/size of an individual portion
packet can be determined or at least estimated by the
inventive device, for instance by comparing length, width
and height from the data with an appropriate set of ref-
erence data. Thus also portion packets that are too small,
too large or have a deviating shape can be identified and
sorted out by the inventive device.
[0016] The individual portion packet subject to the gen-
eration of data may be fully packaged, partly packaged
or non-packaged.
[0017] The reference data are preferably adapted to a
particular product type, product size, type and size of
strip packaging material, etc.
[0018] The data comparison comprises a comparison
of one or several portion packet properties, wherein said
property/properties is/are one or several of the following:
length of portion packet; width of portion packet; position
of portion packet in relation to an existing or intended
position of a transversal seal of the packaging material;
appearance, such as length, of the transversal seal; ap-
pearance of a longitudinal seal of the packaging material;
and/or whether there is product material placed on an
outside of the packaging material.
[0019] The sensor member may work with reflected
and/or transmitted radiation, e.g. light, UV, IR, micro-
waves, x-ray, ultrasound, beta-radiation or gamma-radi-
ation. The sensor member may be one-dimensional, i.e.
sensing line-wise, e.g. a line camera, or two-dimensional,
i.e. sensing in a measurement field, such as a normal
camera.
[0020] The sensor member may be a vision sensor,
such as a camera. Cameras may be used in pairs to
obtain a stereo image. The camera may utilize light of
the visible spectrum or invisible light such as UV light or
IR light. Two-dimensional data, from e.g. a camera, form
image data. The term image data as used herein may
also be used for two-dimensional data from the non-vis-
ible part of the spectrum. Such data may however be
presented as a visible image, e.g. by using colour coding.
[0021] Different ways are possible for carrying out the

detailed data comparison procedure. If utilizing image
data, the procedure can follow at least part of the follow-
ing general principle: digitalizing the image into pixels,
selecting a region of interest of the image, e.g. a region
where an edge of a sealing or a portion packet is expected
to be positioned, identifying a starting point such as an
edge, e.g. by involving a comparison of image data with
reference data, determining a portion packet property,
e.g. length of transversal seal or presence of product
material on outside of the packaging material, wherein
the latter may include comparison of pixel contrast and/or
brightness using e.g. a light/white packaging material and
a dark/black/brown product, and comparing the deter-
mined portion packet property data with reference data.
[0022] The result of the final data comparison compris-
es preferably a classification of a first individual portion
packet as defect if the data of said first individual portion
packet received from the sensor member differs from the
reference data with at least a certain threshold value. For
instance, if the length of the transversal sealing of a par-
ticular portion packet is shorter than a certain threshold
value, this particular portion packet is classified as defect,
and the control system controls the rejection system so
that the particular portion packet is rejected from the pro-
duction line.
[0023] The packaging arrangement comprises a unit
for transversal sealing of a strip of packaging material
that has been longitudinally folded around a row of portion
packets, wherein the sensor member is arranged in as-
sociation with said unit for transversal sealing such as to
be capable of generating data of portion packets that
have been folded into the longitudinally folded strip of
packaging material. The control system is adapted to be
provided with information on where on the strip of pack-
aging material transversal seals generated by the trans-
versal sealing unit will be or have been placed.
[0024] The information from the sensor member can
thereby be used by the control system to identify whether
there is product material properly positioned in relation
to the intended position, if the sensor member is posi-
tioned upstream of the transversal sealing unit or existing
position, if the sensor member is positioned downstream
of the transversal sealing unit of the transversal seal.
[0025] The device may comprise a radiation emitting
member located on an opposite side of an intended feed-
ing path for the strip of packaging material compared to
the sensor member. As mentioned above, the radiation
may be visible light, IR, UV, microwaves, x-ray, ultra-
sound, beta-radiation or gamma-radiation. The sensor
member hence utilizes transmitted light.
[0026] By directing at least a part of the emitted radi-
ation towards the sensor member it is possible to gener-
ate two-dimensional data, e.g. images, which show how
the product material is positioned in the packaging ma-
terial, in particular when using a thin, perforated white
packaging material and a dark tobacco product. Prefer-
ably, the sensor member is placed above the intended
feeding path and the radiation emitting member below
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the intended feeding path, with the radiation directed up-
wards. Such a radiation emitting member may be used
in combination also with sensor members arranged in
other positions of the device, and regardless of transver-
sal seals etc.
[0027] The first sensor member is positioned upstream
of the transversal sealing unit, wherein the device com-
prises a second sensor member positioned downstream
of the transversal sealing unit.
[0028] Information from a sensor member positioned
downstream of the transversal sealing unit can be used
by the control system to identify whether the transversal
sealing is proper e.g. by checking length of transversal
sealing and/or whether there is any or too much product
material placed on an outside of the strip of material, at
least if strip material is considerably lighter or darker than
product material. If a radiation emitting member as de-
scribed above is arranged in connection with such a sen-
sor member, i.e. a sensor member positioned down-
stream of the transversal sealing unit, all interesting data
may be generated by this single sensor member. No fur-
ther sensor member, upstream of the transversal sealing
unit, would then be needed.
[0029] However, if it for instance is difficult to arrange
a radiation emitting member downstream of the transver-
sal sealing unit, for instance because it would require
installation in a heated wheel used for welding the trans-
verse seal, it is a preferable solution to make use of two
sensor members, one upstream of the transversal seal-
ing unit, e.g. combined with a radiation emitting member,
and one downstream of the transversal sealing unit.
[0030] The first and/or the second sensor member may
work with transmitted radiation. As an alternative, or as
a complement, the first and/or the second sensor mem-
ber may work with reflected radiation. The first and/or the
second sensor member may be a vision sensor. Purely
as an example, the first sensor member may work with
transmitted light and the second sensor member may
work with reflected light.
[0031] The packaging arrangement may comprise a
unit for longitudinal sealing of a strip of said packaging
material and the unit for transversal sealing said strip,
the unit for longitudinal sealing being positioned up-
stream of the unit for transversal sealing.
[0032] The sensor member is preferably arranged
downstream of the unit for longitudinal sealing such that
the sensor member is capable of capturing data related
to the appearance of a longitudinal seal. The control sys-
tem can thereby classify and subsequently reject portion
packets based on the appearance of the longitudinal
seal.
[0033] Control systems, i.e. one or several computers,
electronic connections, computer programs, screens, ac-
tuators etc., are known as such. Based on the information
disclosed in this document, a person skilled in the art can
adapt known control systems to the inventive concept.
[0034] As mentioned above, the control system may
be adapted to identify whether there is product material

properly positioned in relation to an intended position
and/or existing position of the transversal seal. The con-
trol system may be adapted to use this information to
adjust the forming arrangement as regards how and/or
where a portion packet is placed on the packaging ma-
terial in relation to an intended position of a transverse
seal. Thereby the transverse seals may be located in a
suitable way in relation to the product material.
[0035] The device may comprise a cutting member for
transversally cutting a strip of said packaging material,
the transversal cutting member being positioned down-
stream of the packaging arrangement.
[0036] The cutting member is provided with transver-
sally arranged cutting blades such that the strip of said
packaging material travelling along the feeding path is
cut by a rotation of the cutting member. The cutting blades
are positioned such that their point of contact with the
strip of packaging material corresponds to the transversal
seals of the strip of packaging material i.e. the rotational
speed of the cutting member and the supporting wheel,
feeding the strip of packaging material, are the same.
[0037] The device may comprise at least one product
outlet intended for non-rejected portion packets, wherein
the rejection system is configured to direct selected por-
tion packets to at least one other outlet that is separate
from the product outlet.
[0038] It is preferred that the rejection system compris-
es at least one channel for leading pressurized gas to-
wards an intended feeding path of the portion packets in
a position corresponding to at least one of the outlets.
[0039] Pressurized air can thereby be applied to the
gas channel in order to remove the portion packets from
the intended feeding path. A channel leading towards the
product outlet is useful for rejecting from the feeding path
product portion packets and make them end up in the
product outlet, and a channel leading towards an outlet
separated from the product outlet is useful for rejecting
from the feeding path product portions classified as de-
fect and make them end up in the outlet separated from
the product outlet.
[0040] The rejection system is arranged downstream
of the cutting member, allowing individual separated por-
tion packets, also called pouches, to be removed from
the feeding path using the rejection system.
[0041] The at least one channel may be integrated in
a supporting member comprising a perforated periphery
and being capable of holding a vacuum or low pressure
applied inside of the supporting member for holding a
strip of the packaging material and the portion packets
in place when transported in .the feeding path along the
supporting member. The supporting member may be a
rotatable wheel or a linear structure.
[0042] The supporting member or wheel may be pro-
vided with heatable transversally arranged flanges at its
periphery for transversal sealing of the packaging mate-
rial around the portion packets. The supporting member
or wheel thereby forms part of the transversal sealing
unit, which preferably further comprises a rotary welding
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wheel also provided with heated transversally arranged
flanges intended to interact with the flanges of the sup-
porting wheel such as to form the transversal seal on the
material strip.
[0043] The packaging arrangement may comprise a
ramp member that extends in a direction along a feeding
direction of the material strip, wherein the ramp member
is provided with walls that, along the feeding direction of
the material strip, exhibit a gradually increasing effective
angle to a bottom of the ramp member such as to, during
operation of the device, gradually lift a first and second
longitudinal side of the strip of packaging material and
fold the strip of packaging material in a longitudinal man-
ner around the sides of the portion packets so that an
upper/inner side of the first longitudinal side of the ma-
terial strip faces an upper/inner side of the second lon-
gitudinal side of the material strip, said packaging ar-
rangement further comprising first and second clamping
surfaces arranged at the end of or downstream of the
ramp member on each side of an intended feeding path
of the packaging material strip, wherein the clamping sur-
faces are configured to press onto the lower/outer sides
of the lifted longitudinal sides of the material strip so as
to clamp the upper/inner sides of the first and second
longitudinal sides of the material together and thereby
provide a longitudinal seal.
[0044] This way a longitudinal seal can be provided in
an efficient manner of a material strip onto which portion
packs are placed in a row. The strip of packaging material
will thus enclose the row of portion packets in a tube-like
structure. Further, a transversal sealing and cutting of
the packaged portion packets executed downstream of
the longitudinal sealing is now easier to carry out com-
pared to the device disclosed in EP0921978 where the
strip of packaging material seems to be only folded but
not sealed in the longitudinal direction. A longitudinal seal
prevents that the product leaks out from the package.
[0045] The sealing is preferably effectuated by using
a heat sealable packaging material in combination with
at least one heated clamping surface. Sealing may alter-
natively be effectuated by applying an adhesive to at least
one of the upper/inner sides of the material strip.
[0046] Above it is described that the longitudinal seal
is provided above the portion packet. As an alternative,
the longitudinal seal may be provided at the side of the
portion packet or even below the portion packet. In that
case, the packaging arrangement should be arranged
accordingly, such that the ramp members help to provide
the intended position of the longitudinal seal.
[0047] The term effective angle is used to indicate that
the walls of the ramp may have a bent or partly bent form
that may not exhibit a distinct angle to the bottom of the
ramp, but that still force the first and second longitudinal
sides of the strip of packaging material in a direction away
from the bottom of the ramp as the strip of material ad-
vances along the ramp. That the angle is said to be grad-
ually increasing covers also variants where the angle in-
creases in a plurality of small steps along the feeding

direction.
[0048] The term bottom of the ramp member refers to
the area that connects the lower parts of the ramp walls.
Typically, this is a part of the device that supports the
lower/outer side of the strip of packaging material as it
passes along the ramp member. It may be a part of the
ramp member, and/or constituted by e.g. a conveyor/suc-
tion belt.
[0049] The first and second clamping surfaces may
form part of first and second rotatable wheel members,
respectively, arranged on each side of the intended feed-
ing path of the strip of packaging material. The turning
wheel members ensure a constant pressure between the
clamping surfaces, thus ensuring consistent clamping
and forming of the longitudinal seal along the folded lon-
gitudinal sides of the packaging material. Preferably, the
rotatable wheel members are arranged such as to, when
the wheels turn, allow the clamping surfaces to move
along the strip of packaging material with a speed corre-
sponding to that of the strip of packaging material. There-
by, wear and tear of the packaging material is avoided.
At least one of the clamping surfaces may be capable of
being heated such as to allow heat sealing of the strip of
packaging material.
[0050] A guiding member may be arranged upstream
of the first and second clamping surfaces in connection
to a downstream side of the ramp member, the guiding
member being positioned at a distance from the bottom
of the ramp member to allow passage of the portion pack-
ets and positioned centrally between the walls of the ramp
member such as to fit between the lifted sides of the first
and second longitudinal sides of the strip of packaging
material and thereby guide the folded material strip on
its way towards the clamping surfaces during operation
of the device.
[0051] The guiding member thus guides the folded ma-
terial strip so as to keep the lifted and folded longitudinal
sides in position and retain the shape of the folded strip
until it reaches the clamping surfaces. The guiding mem-
ber may be placed between the walls in the ramp member
or downstream of the ramp member in which case the
guiding member still is positioned centrally between the
ramp member walls but downstream thereof. The guiding
member may extend longitudinally, e.g. so as to guide
the material strip over a longer distance, and thereby be
positioned both in the ramp member and downstream
thereof. The guiding member may, however, be of any
suitable shape, which in some applications may be just
a pin-like structure.
[0052] The guiding member provides an inner support
for the inner/upper longitudinal sides of the packaging
material such that it prevents the lifted/folded longitudinal
sides of the strip of the packaging material from collaps-
ing inwards.
[0053] The packaging arrangement may comprise at
least one sensor member capable of detecting to which
extent at least one of the first and second longitudinal
sides of the strip of packaging material has been lifted

7 8 



EP 3 110 696 B1

6

5

10

15

20

25

30

35

40

45

50

55

during at least a part of its path along the ramp member,
e.g. the sensor member as described above. This sensor
member is preferably arranged at the end of or down-
stream of the ramp member. Incorrect or asymmetric lift-
ing of the sides of the material strip, for instance caused
by an incorrect alignment of the strip, may be detected
and determined by means of the sensor member. An
incorrect lifting is likely to result in an inappropriate seal-
ing process. A quick indication/detection of an incorrect
lifting can be used to quickly interrupt the production proc-
ess so as to save material, reduce waste and make it
easier to fix the problem and resume the production.
[0054] The sensor member may be arranged in asso-
ciation with the guiding member, wherein the guiding
member has an optical property that differs significantly
from that of the strip of packaging material intended to
be used. For instance, if white/light packaging material
is to be used the guiding member is black/dark, and vice
versa, to provide a contrast. By directing light towards
the guide member in a position close to where an edge
of a lifted side of the material strip will be positioned during
operation of the device, either towards the guiding mem-
ber close to the edge of the material strip or towards the
material strip close to the edge, the reflection of light will
be significantly changed if the edge of the material strip
is moved, e.g. by incorrect lifting of that particular side of
the strip or by incorrect alignment of the strip, so that the
light spot is moved from the light material strip to the dark
guiding member, or vice versa. In such a case the sensor
member can detect a significant change in the intensity
of the reflected light and thus indicate an incorrect lifting
and/or positioning/alignment of the strip of material.
[0055] The guiding member guides the material strip
and retains its angle in relation to the direction of the light
emitted by the light emitting member.
[0056] The invention also concerns a method for pro-
ducing portion packets of a smokeless tobacco product
or non-tobacco snuff product, comprising the steps of
forming portion packets of said product, folding and seal-
ing a packaging material around the portion packets, gen-
erating information useful for identifying defect portion
packets, and rejecting selected portion packets.
[0057] The inventive method comprises the steps of
generating data of at least a part of an individual portion
packet using a sensor member, comparing the data gen-
erated by the sensor member with reference data, and
controlling the rejection of portions packets depending
on a result of said data comparison.
[0058] The sensor member is arranged in association
with a unit for transversal sealing, such as to be capable
of generating data of portion packets that have been fold-
ed into the longitudinally folded strip of packaging mate-
rial.
[0059] The data comprise information on where on the
strip of packaging material transversal seals generated
by the transversal sealing unit will be or have been
placed.
[0060] Such a method can be used to identify a variety

of defects of individual portion packets, such as an in-
complete sealing of the packaging material, an inappro-
priate positioning of a portion packet before packaging,
the presence of product material on an outside of the
packaging material, etc. By being able to sort out faulty
portion packets from the production line the method fa-
cilitates avoiding these selected portion packets to be
placed in the container at the end, i.e. in the customer
product. The invention thus makes the quality control of
the portion packets fast and easy i.e. improving the over-
all quality control of the portion packets. No manual in-
spection of the portion packets is in theory needed.
[0061] The step of comparing data may comprise a
comparison of one or several portion packet properties,
wherein said property/properties is/are one or several of
the following: length of portion packet; width of portion
packet; position of portion packet in relation to an existing
or intended position of a transversal seal of the packaging
material; appearance, such as length, of the transversal
seal; appearance of a longitudinal seal of the packaging
material; and/or whether there is product material placed
on an outside of the packaging material.
[0062] The method further comprises the step of plac-
ing the portion packets in a row in/on a strip of the pack-
aging material. This step is executed after forming of the
portion packets and before folding and sealing a pack-
aging material around the portion packets. The portion
packets are placed with space in between each portion
packet along the row.
[0063] The method further comprises the step of fold-
ing and sealing the strip of packaging material longitudi-
nally around the row of portion packets. The step of fold-
ing and sealing the strip of packaging material longitudi-
nally is preferably executed before generating informa-
tion useful for identifying defect portion packets such that
the information generated may be related to the appear-
ance of the longitudinal seal.
[0064] The method also comprises the step of sealing
transversally the strip of packaging material between the
portion packets, thereby forming individual portion pack-
et pouches. This step may be executed before or after
the step of generating information useful for identifying
defect portion packets. Alternatively the step of generat-
ing information useful for identifying defect portion pack-
ets is executed more than once, e.g. before and after
step of sealing transversally the strip of packaging ma-
terial. The step of sealing transversally the strip of pack-
aging material is preferably executed after the folding
and sealing the strip of packaging material longitudinally.
[0065] The method may further comprise the step of
providing individual portion packets packaged in the
packaging material.
[0066] The step of rejecting selected portion packets
may comprise the step of guiding pressurized gas to-
wards a feeding path of the portion packets in a position
corresponding to an outlet that is separated from a prod-
uct outlet intended for non-rejected portion packets i.e.
removing the selected portion packets from the feeding
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path. The method may also, as a complement or alter-
native, comprise the step of selecting non-rejected por-
tion packets by guiding pressurized gas towards a feed-
ing path of the portion packets in a position corresponding
to the product outlet i.e. removing the non-rejected por-
tion packets from the feeding path and into a product
outlet.
[0067] The method may further comprise that informa-
tion about whether there is product material properly po-
sitioned in relation to an intended position and/or existing
position of the transversal seal is used to adjust how
and/or where a portion packet is placed on the packaging
material in relation to an intended position of a transverse
seal.
[0068] A control system is preferably configured to per-
form the steps of storing the reference data as well as
accessing the reference data and receiving the data from
the sensor member. Further, the step of comparing the
data received from the sensor member and the reference
data is done using the control system.
[0069] The term longitudinal used herein refer to the
direction of the feeding path of the packaging material.
The term transversal refers to the transverse direction of
the feeding path.
[0070] The inventive method may further comprise the
steps of: lifting gradually, using a ramp member that ex-
tends in a direction along a feeding direction of the ma-
terial strip, a first and second longitudinal side of the strip
of packaging material and folding the strip of packaging
material in a longitudinal manner around the sides of the
portion packets so that an upper/inner side of the first
longitudinal side of the material strip faces an upper/inner
side of the second longitudinal side of the material strip;
and pressing onto the lower/outer sides of the lifted lon-
gitudinal sides of the material strip by clamping the up-
per/inner sides of the first and second longitudinal sides
of the material together and thereby providing a longitu-
dinal seal.
[0071] The method may further comprise the step of
heating at least one of two clamping surfaces used for
clamping the upper/inner sides of the first and second
longitudinal sides together such as to allow heat sealing
of the strip of packaging material.
[0072] The method may further comprise the steps of
detecting; using a sensor member, to which extent at
least one of the first and second longitudinal sides of the
strip of packaging material has been lifted during at least
a part of its path along the ramp member. Detection may
be effectuated by means of a light emitting member and
a light detecting member, directing the emitting light to-
wards the intended feeding path of the strip of packaging
material.

BRIEF DESCRIPTION OF DRAWINGS

[0073] In the description of the invention given below
reference is made to the following figure, in which:

Figure 1 shows, in a perspective view, an embodi-
ment of the inventive device;

Figure 2 shows, in a perspective view, a part of the
embodiment according to figure 1;

Figure 3 shows, in another perspective view, the part
according to figure 2;

Figure 4 shows the part of figures 2 and 3 during op-
eration of the device; and

Figure 5 shows, in a side view, the part of figure 4.

DESCRIPTION OF EXAMPLE EMBODIMENTS OF 
THE INVENTION

[0074] The device 1 illustrated in Fig. 1 is intended for
producing portion packets 2 of a smokeless tobacco
product or non-tobacco snuff product, including produc-
ing individual portion packets 2 of a smokeless tobacco
product or non-tobacco snuff product, enclosing the in-
dividual portion packets 2 in a packaging material 5, seal-
ing the package material 5 and identifying and rejecting
defect packaged portion packets 2.
[0075] Figure 1 shows the device 1 comprising a form-
ing arrangement 3 in the form of a funnel-shaped feeder
container 24 to which prepared smokeless tobacco prod-
uct or non-tobacco snuff product is supplied in any con-
ventional manner, such as through vertically disposed
tubes the upper ends of which communicate with a snuff
preparatory reactor, not shown, and the lower ends of
which are in communication with the feeder container 24.
The forming arrangement 3 further comprises a rotary
portioning wheel 25 for portioning the product into portion
packets 2. Preparation of product portion packets 2 is
known from e.g. EP0921978.
[0076] The portioning wheel 25 expels the portion
packets 2 in a row onto a packaging material 5 in the
form of a strip which may be made from a material that
is permeable to saliva and heat sealable, e.g. from vis-
cose fibres bonded by a thermoplastic bonding agent.
The flat strip is being advanced in synchrony with the
portions packets 2 from a reel 26 by means of an endless,
perforated vacuum suction belt 27 which is rotated, by
means of a motor, not shown, around a low pressure
chamber.
[0077] The device 1 further comprises a packaging ar-
rangement 4 at which the strip of packaging material 5,
being advanced along a feeding path by the suction belt
27, is folded around the row of expelled portion packets
2. The strip of packaging material 5 is further provided
with a longitudinal seal 10 such that a tube of packaging
material 5 enclosing portion packets 2 is formed.
[0078] The packaging arrangement 4 further compris-
es a unit for transversal sealing 11 that generates trans-
versal seals 9 to the strip of packaging material in be-
tween the portion packets 2. In the example described
here the transversal sealing unit 11 comprises a rotary
welding wheel 28 interacting with a rotary supporting
wheel 18. The rotary welding wheel 28 is at its periphery
provided with heated transversally arranged protruding
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formations 23 that presses onto/towards similar trans-
versally arranged flanges 21 at the periphery of the sup-
porting wheel 18 such as to clamp and transversally seal
the strip of packaging material when placed between the
protruding formations 23 and flanges 21.
[0079] A cutting member 22, for transversally cutting
the strip of packaging material 5, is arranged downstream
of the packaging arrangement 4. The cutting member 22
is in this case a cutting wheel provided with transversally
arranged cutting blades arranged to interact with the
flanges 21 of the supporting wheel 18 and cut the strip
of packaging material 5 in transversal direction along the
transversal seal 9 such as to separate the packaged por-
tion packets 2.
[0080] As best seen in Figure 2-5, the transversal seal
9 is formed by interaction of the protruding formations 23
provided to the rotary welding wheel 28 and the trans-
versally arranged flanges 21 at the periphery of the sup-
porting wheel 18. During operation, the rotary welding
wheel 28 and the supporting wheel 18 turn at the feeding
speed such that the protruding formations 23 and the
flanges 21 coincide at a position along the strip of pack-
aging material 5 corresponding to that of the intended
transversal seal 9. A transversal seal 9 is thereby formed.
[0081] The supporting wheel 18 is also arranged to
transport the packaging material 5 and its enclosed por-
tion packets 2 along a portion of its feeding path. A per-
forated vacuum band 19 is applied at the periphery of
the supporting wheel 18. The supporting wheel 18 sup-
ports the folded and sealed strip of packaging material 5
enclosing portion packets such that it, during operation,
is being advanced along its feeding path while sucked
into close contact with the peripheral surface of the sup-
porting wheel 18 retaining the portion packets 2 by suc-
tion. Thus, the portion packets 2 follow the periphery of
the turning supporting wheel 18 until the individual pack-
aged portion packets 2 are released from the perforated
vacuum band 19 by a rejection system 7 integrated in
the supporting wheel 18.
[0082] The device 1 is further provided with a first sen-
sor member in the form of a first vision sensor 12 arranged
upstream of the unit for transversal sealing 11 and down-
stream of the packaging arrangement 4, as illustrated in
Figure 1. The first vision sensor 12 is placed above, and
directed towards, the feeding path of the folded and
sealed strip of packaging material 5 such that it captures
images and generates data relating to the tube of pack-
aging material 5 and the row of portion packets 2. A light
emitting member 8, symbolically indicated with a bulb, is
located below the feeding path, i.e. on an opposite side
thereof, and directed towards the first vision sensor 12
to provide contrast, such that the images captured by the
first vision sensor 12 clearly show how the product ma-
terial is positioned in the packaging material, in particular
when using a thin, perforated white packaging material
and a dark tobacco product. For example, the information
generated may relate to the longitudinal alignment of
each portion packet 2 in relation to the strip of packaging

material 5. If two adjacent portion packets 2 have been
placed too close to each other onto the material strip this
will likely lead to an incorrect transversal seal 9 in be-
tween the two and thus lead to defect portion packets 2.
Such too close positioned portion packets 2 can be iden-
tified by the first vision sensor 12 and thereby be sorted
out and rejected by the rejection system 7 during oper-
ation of the device 1 before being placed in the can.
[0083] The sensor member forms part of, or is con-
nected to, a control system, not shown comprising a com-
puter, electronic connections, computer programs, actu-
ators etc. Such a control system is known as such and
is not described in detail here. In short, the sensor mem-
ber sends image data to the control system that has ac-
cess to the reference data and compares the image data
with the reference data and provides a result. The control
system also carries information relating to the operation
of the downstream units, such as where the transversal
seals 9 will be placed on the strip of packaging material
5 by the unit for transversal sealing 11. The control sys-
tem also controls the operation of, e.g. the downstream
rejection system. Hence; if the first vision sensor 12 de-
tects the presence of product material at the intended
position of the transversal seal, which is likely to lead to
two defect portion packets, the control system can clas-
sify the two adjacent portion packets 2 as defect already
at this stage and instruct the rejection system to reject
these two portion packets when they arrive at the rejec-
tion system.
[0084] As illustrated in Figure 1, the device 1 also com-
prises a second vision sensor 13 arranged to capture
image data of the transversally sealed portion packets 2
downstream of the unit for transversal sealing 11 and
upstream of the cutting member 22. The second vision
sensor 13 is capable of detecting, for example, appear-
ance of the longitudinal seal 10 and/or the transversal
seal 9 and if there is product material present outside of
the packaging material. The captured image data is com-
pared by the control system against stored reference da-
ta as described above. Any defect packaged portion
packets, also called pouches, are then removed by
means of the rejection system 7.
[0085] The control system is configured to control the
rejection system 7 such that if, using the results of the
comparison for classification, a portion pack 2 is deemed
faulty the control system executes the rejection system
7 to eject the faulty portion packet 2 into a first outlet 15
other than a product outlet 16, used for proper portion
packets, during operation. In this example proper portion
packets 2, classified as non-rejected, are, by means of
control by the control system, ejected by the rejection
system 7 into the product outlet 16 during operation of
the device 1.
[0086] Figure 5 shows that the rejection system in this
example forms an integrated part of the supporting wheel
18, the rejection system comprising channels 20 ar-
ranged in directions towards entrance ends of the first
outlet 15, the product outlet 16 and a further rejection
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outlet 17 respectively. The entrance ends, i.e. the inlets,
of the outlets 15, 16, 17 mouth the perforated vacuum
band 19 at different positions in relation to the feed di-
rection so that portion packets 2 passes the first outlet
15 before reaching the product outlet 16 and only after
that they reach the further rejection outlet 17. The chan-
nels are arranged to lead pressurized air, fed from an air
source, not shown, towards the perforated vacuum band
19. In this example, one channel 20 leads towards the
first outlet, two channels 20 lead to the product outlet 16
to allow for a higher flow of portion packets and one chan-
nel 20 leads towards the further rejection outlet 17.
[0087] During operation of the device 1 the portion
packets 2 reach the rejection system and become blown
away and removed from the perforated vacuum band 19,
by supplying pressurized air into the respective channels
20, into their respective outlet 15 or 16 depending on
their classification, i.e. defect or correct. Thus, selected
portion packets 2 can be rejected.
[0088] In an operative situation where no defect portion
packets 2 are identified by the first and second vision
sensor 12, 13, pressurized air is provided only to the two
channels leading air in the direction towards the product
outlet 16, as illustrated in Fig. 5. In case of the identifica-
tion of a defect portion packet 2, the control system in-
structs the rejection system 7 to supply air into the chan-
nel 20 directed towards the first outlet 15 at the time the
defect portion packet 2 arrives in front of the correspond-
ing channel 20 during its feeding path at the periphery of
the wheel 18.
[0089] The second outlet 17 is a spare outlet that, for
instance, can be used if the product outlet 16 becomes
clogged.
[0090] The invention is not limited by the embodiments
described above but can be modified in various ways
within the scope of the claims. For instance, the device
may comprise only one or more than two sensor mem-
bers. The embodiment described above comprises vi-
sion sensors. If the inventive device is provided with only
one vision sensor it is preferably arranged downstream
of the packaging arrangement such as to allow quality
control of e.g. both the longitudinal seal and the trans-
versal seals at the same time.
[0091] The order of the outlets may be varied, e.g. the
product outlet may be arranged upstream of the outlet
for faulty portion packets. The number of channels lead-
ing pressurized air towards each outlet may be different
than in the shown embodiment. Also the shape, length,
etc. of the channels may be varied as also the general
position of the channels. They need not to be integrated
in another structure, and in particular they need not to be
integrated in a supporting wheel or suction wheel.
[0092] As an alternative to the supporting wheel a
straight/flat/planar transportation structure can be used.
Transversal sealing and cutting can be carried out also
when the material strip moves along such a structure. To
remove selected packaged portion packets from the
feeding path of such a transportation structure, one may

e.g. feed pressurized air from underneath the feeding
path, similar to the embodiment described above, or from
a side of the feeding path.
[0093] Generally, the rejection system may be struc-
tured in different ways. A main function is to allow sepa-
ration of proper products from defect products.

Claims

1. Device (1) for producing portion packets (2) of a
smokeless tobacco product or non-tobacco snuff
product, said device (1) comprising

- a forming arrangement (3) configured to form
portion packets (2) of the product from a supply
of product material,
- a packaging arrangement (4) configured to fold
and seal a packaging material (5) around the
portion packets (2), the packaging arrangement
(4) comprising a unit for transversal sealing (11)
of a strip of said packaging material (5) that has
been longitudinally folded around a row of por-
tion packets (2),
- a sensor member (12, 13) configured to gen-
erate information useful for identifying defect
portion packets (2) during operation of the de-
vice (1),
- a rejection system (7) configured to reject se-
lected portion packets (2) during operation of
the device (1), and
- a control system (8) configured to receive the
information generated by the sensor member
(12, 13) and to control the rejection system (7),

the sensor member being capable of generating data
of at least a part of an individual portion packet (2)
during operation of the device (1), and
the control system (8) being configured

i) to carry out a comparison between a) the data
received from the sensor member (12, 13) and
b) reference data and
ii) to control the rejection system (7) depending
on a result of said comparison, characterised
in that said sensor member (12, 13) is arranged
in association with said unit for transversal seal-
ing (11) such as to be capable of generating data
of portion packets that have been folded into the
longitudinally folded strip of packaging material
(5), and wherein said control system (8) is adapt-
ed to be provided with information on where on
the strip of packaging material (5) transversal
seals (9) generated by the transversal sealing
unit (11) will be or have been placed.

2. Device (1) according to claim 1
characterized in
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that the data comparison comprises a comparison
of one or several portion packet (2) properties,
wherein said property/properties is/are one or sev-
eral of the following: length of portion packet (2);
width of portion packet (2); position of portion packet
(2) in relation to an existing or intended position of a
transversal seal (9) of the packaging material (5);
appearance, such as length, of the transversal seal
(9); appearance of a longitudinal seal (10) of the
packaging material (5); and/or whether there is prod-
uct material placed on an outside of the packaging
material (5).

3. Device (1) according to any of the claims 1-2,
characterized in
that the result of the comparison comprises a clas-
sification of a first individual portion packet (2) as
defect if the data of said first individual portion packet
(2) differs from the reference data with at least a cer-
tain threshold value.

4. Device (1) according to any of the above claims,
characterized in
that said sensor member is a vision sensor (12, 13)
and said data of at least a part of an individual portion
packet (2) comprises image data.

5. Device (1) according to any of the above claims,
characterized in
that the device (1) comprises a radiation emitting
member (8) located on an opposite side of an intend-
ed feeding path for said strip of packaging material
(5) compared to said sensor member (12).

6. Device (1) according to any of the above claims,
characterized in
that said device (1) comprises an additional sensor
member (13) operating with reflected radiation.

7. Device (1) according to claim 6,
characterized in
that one of the sensor members (12) is positioned
upstream of the transversal sealing unit (11) and one
of the sensor members (13) is positioned down-
stream of the transversal sealing unit (11).

8. Device (1) according to any of the above claims,
characterized in
that the device comprises at least one product outlet
(16) intended for non-rejected portion packets (2),
wherein the rejection system is configured to direct
selected portion packets to at least one other outlet
(15, 17) that is separate from the product outlet (16).

9. Device (1) according to claim 8,
characterized in
that the rejection system (7) comprises at least one
channel (20) configured to lead pressurized gas to-

wards an intended feeding path of the portion pack-
ets (2) in a position corresponding to at least one of
said outlet(s) (15, 16, 17).

10. Device (1) according to claim 9,
characterized in
that the at least one channel (20) is integrated in a
supporting member (18) comprising a perforated pe-
riphery (19) and being capable of holding a vacuum
or low pressure applied inside of the supporting
member (18) for holding a strip of the packaging ma-
terial (5) and the portion packets (2) in place when
transported in the feeding path along the supporting
member (18).

11. Device (1) according to claim 10,
characterized in
that said supporting member (18) is provided with
transversally arranged flanges (21) at its periphery
for transversal sealing of said packaging material (5)
around the portion packets (2).

12. Device (1) according to any of the above claims,
characterized in
that the control system is adapted to identify whether
there is product material properly positioned in rela-
tion to an intended position and/or existing position
of the transversal seal.

13. Method for producing portion packets (2) of a smoke-
less tobacco product or non-tobacco snuff product,
said method comprising the steps of:

- forming portion packets (2) of said product
- placing the portion packets (2) in a row in/on a
strip of the packaging material (12)
- folding and sealing the strip of the packaging
material (5) longitudinally around the portion
packets (2),
- sealing transversally the strip of the packaging
material (5) between the portion packets (2),
- generating information useful for identifying de-
fect portion packets (2), and
- rejecting selected portion packets (2),

wherein the method comprises the steps of:

- generating data of at least a part of an individual
portion packet (2) using a sensor member (12,
13), which is arranged in association with a unit
for transversal sealing (11), such as to be capa-
ble of generating data of portion packets that
have been folded into the longitudinally folded
strip of packaging material (5),
- comparing the data generated by the sensor
(12, 13) with reference data, said data compris-
ing with information on where on the strip of
packaging material (5) transversal seals (9) gen-

17 18 



EP 3 110 696 B1

11

5

10

15

20

25

30

35

40

45

50

55

erated by the transversal sealing unit (11) will
be or have been placed and
- controlling the rejection of portions packets (2)
depending on a result of said data comparison.

14. Method according to claim 13,
characterized in
that the step of rejecting selected portion packets
(2) comprises the step:

- guiding pressurized gas towards a feeding path
of the portion packets (2) in a position corre-
sponding to an outlet (15, 17) that is separated
from a product outlet (16) intended for non-re-
jected portion packets.

15. Method according to any of the claims 13-14,
characterized in
that information about whether there is product ma-
terial properly positioned in relation to an intended
position and/or existing position of the transversal
seal is used to adjust how and/or where a portion
packet (2) is placed on said packaging material (5)
in relation to an intended position of a transverse
seal.

Patentansprüche

1. Vorrichtung (1) zum Herstellen von Portionspaketen
(2) eines rauchlosen Tabakprodukts oder tabakfrei-
en Schnupfprodukts, wobei die Vorrichtung (1) um-
fasst

- eine Formanordnung (3), die dafür eingerichtet
ist, Portionspakete (2) des Produkts aus einer
Zufuhr eines Produktmaterials zu formen,
- eine Verpackungsanordnung (4), die dafür ein-
gerichtet ist, ein Verpackungsmaterial (5) um die
Portionspakete (2) zu falten und zu versiegeln,
wobei die Verpackungsanordnung (4) eine Ein-
heit zum transversalen Versiegeln (11) eines
Streifens des Verpackungsmaterials (5) auf-
weist, das um eine Reihe von Portionspaketen
(2) longitudinal gefaltet worden ist,
- ein Sensorelement (12, 13), das dafür einge-
richtet ist, eine Information zu erzeugen, die
nützlich ist, um defekte Portionspakete (2) wäh-
rend eines Betriebs der Vorrichtung (1) zu iden-
tifizieren,
- ein Zurückweisungssystem (7), das dafür ein-
gerichtet ist, um ausgewählte Portionspakete
(2) während eines Betriebs der Vorrichtung (1)
zurückzuweisen, und
- ein Steuerungssystem (8), das dafür eingerich-
tet ist, die von dem Sensorelement (12, 13) er-
zeugte Information zu empfangen und das Zu-
rückweisungssystem (7) zu steuern,

wobei das Sensorelement imstande ist, Daten von
zumindest einem Teil eines einzelnen Portionspa-
kets (2) während eines Betriebs der Vorrichtung (1)
zu erzeugen, und
das Steuerungssystem (8) dafür eingerichtet ist,

i) einen Vergleich zwischen a) den vom Senso-
relement (12, 13) empfangenen Daten und b)
Referenzdaten auszuführen und
ii) das Zurückweisungssystem (7) in Abhängig-
keit von einem Ergebnis des Vergleichs zu steu-
ern,

dadurch gekennzeichnet, dass
das Sensorelement (12, 13) in Verbindung mit der
Einheit zum transversalen Versiegeln (11) so ange-
ordnet ist, dass es imstande ist, Daten von Portions-
paketen zu erzeugen, die in die longitudinal gefalte-
ten Streifen eines Verpackungsmaterials (5) gefaltet
worden sind, und wobei das Steuerungssystem (8)
dafür geeignet ist, mit Information darüber versehen
zu werden, wo auf dem Streifen eines Verpackungs-
materials (5) transversale Versiegelungen (9), die
von der transversalen Versiegelungseinheit (11) er-
zeugt werden, platziert werden oder worden sind.

2. Vorrichtung (1) nach Anspruch 1,

dadurch gekennzeichnet,
dass der Datenvergleich einen Vergleich einer
oder mehrerer Eigenschaften des Portionspa-
kets (2) umfasst, wobei die Eigenschaft/Eigen-
schaften eine oder mehrere der Folgenden
ist/sind:

Länge eines Portionspakets (2); Breite ei-
nes Portionspakets (2); Position eines Por-
tionspakets (2) in Bezug auf eine bestehen-
de oder vorgesehene Position einer trans-
versalen Versiegelung (9) des Verpa-
ckungsmaterials (5); Erscheinungsbild, wie
etwa Länge, der transversalen Versiege-
lung (9); Erscheinungsbild einer longitudi-
nalen Versiegelung (10) des Verpackungs-
materials (5); und/oder ob es ein auf einer
Außenseite des Verpackungsmaterials (5)
platziertes Produktmaterial gibt.

3. Vorrichtung (1) nach einem der Ansprüche 1 - 2,

dadurch gekennzeichnet,
dass das Ergebnis des Vergleichs eine Klassi-
fizierung eines ersten einzelnen Portionspakets
(2) als defekt umfasst, falls die Daten des ersten
einzelnen Portionspakets (2) sich von den Re-
ferenzdaten mit zumindest einem bestimmten
Schwellenwert unterscheiden.
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4. Vorrichtung (1) nach einem der obigen Ansprüche,

dadurch gekennzeichnet,
dass das Sensorelement ein Vision-Sensor (12,
13) ist und die Daten von zumindest einem Teil
eines einzelnen Portionspakets (2) Bilddaten
umfassen.

5. Vorrichtung (1) nach einem der obigen Ansprüche,

dadurch gekennzeichnet,
dass die Vorrichtung (1) ein Strahlung emittie-
rendes Element (8) aufweist, das verglichen mit
dem Sensorelement (12) auf einer gegenüber-
liegenden Seite eines vorgesehenen Zufuhrwe-
ges für den Streifen eines Verpackungsmateri-
als (5) gelegen ist.

6. Vorrichtung (1) nach einem der obigen Ansprüche,

dadurch gekennzeichnet,
dass die Vorrichtung (1) ein zusätzliches Sen-
sorelement (13) aufweist, das mit reflektierter
Strahlung arbeitet.

7. Vorrichtung (1) nach Anspruch 6,

dadurch gekennzeichnet,
dass eines der Sensorelemente (12) der trans-
versalen Versiegelungseinheit (11) vorgelagert
positioniert ist und eines der Sensorelemente
(13) der transversalen Versiegelungseinheit
(11) nachgelagert positioniert ist.

8. Vorrichtung (1) nach einem der obigen Ansprüche,

dadurch gekennzeichnet,
dass die Vorrichtung zumindest einen Produk-
tauslass (16) aufweist, der für nicht zurückge-
wiesene Portionspakete (2) vorgesehen ist, wo-
bei das Zurückweisungssystem dafür eingerich-
tet ist, ausgewählte Portionspakete zu zumin-
dest einem anderen Auslass (15, 17), der von
dem Produktauslass (16) getrennt ist, zu leiten.

9. Vorrichtung (1) nach Anspruch 8,

dadurch gekennzeichnet,
dass das Zurückweisungssystem (7) zumindest
einen Kanal (20), der dafür eingerichtet ist, unter
Druck gesetztes Gas in Richtung eines vorge-
sehenen Zufuhrweges der Produktpakete (2) zu
leiten, in einer Position aufweist, die zumindest
einem der Auslässe (15, 16, 17) entspricht.

10. Vorrichtung (1) nach Anspruch 9,

dadurch gekennzeichnet,

dass der zumindest eine Kanal (20) in einem
Tragelement (18) mit einem perforierten Um-
fang (19) integriert und imstande ist, ein Vakuum
oder einen niedrigen Druck zu halten, das oder
der im Inneren des Tragelements (18) angelegt
wird, um einen Streifen des Verpackungsmate-
rials (5) und die Portionspakete (2) an Ort und
Stelle zu halten, wenn sie entlang dem Trage-
lement (18) im Zufuhrweg transportiert werden.

11. Vorrichtung (1) nach Anspruch 10,

dadurch gekennzeichnet,
dass das Tragelement (18) mit transversal an-
geordneten Flanschen (21) an dessen Umfang
zum transversalen Versiegeln des Verpa-
ckungsmaterials (5) um die Portionspakete (2)
herum versehen ist.

12. Vorrichtung (1) nach einem der obigen Ansprüche,

dadurch gekennzeichnet,
dass das Steuerungssystem dafür geeignet ist,
zu identifizieren, ob es Produktmaterial gibt, das
in Bezug auf eine vorgesehene Position
und/oder bestehende Position der transversa-
len Versiegelung richtig positioniert ist.

13. Verfahren zum Herstellen von Portionspaketen (2)
eines rauchlosen Tabakprodukts oder tabakfreien
Schnupfprodukts, wobei das Verfahren die Schritte
umfasst

- Formen von Portionspaketen (2) des Produkts,
- Platzieren der Portionspakete (2) in einer Rei-
he in/auf einem Streifen des Verpackungsma-
terials (12),
- Falten und Versiegeln des Streifens des Ver-
packungsmaterials (5) longitudinal um die Por-
tionspakete (2),
- transversales Versiegeln des Streifens des
Verpackungsmaterials (5) zwischen den Porti-
onspaketen (2),
- Erzeugen einer Information, die zum Identifi-
zieren defekter Portionspakete (2) nützlich ist,
und
- Zurückweisen ausgewählter Portionspakete
(2),

wobei das Verfahren die Schritte umfasst:

- Erzeugen von Daten von zumindest einem Teil
eines einzelnen Portionspakets (2) unter Ver-
wendung eines Sensorelements (12, 13), wel-
ches in Verbindung mit einer Einheit zum trans-
versalen Versiegeln (11) so angeordnet ist, dass
es imstande ist, Daten von Portionspaketen zu
erzeugen, die in die longitudinal gefalteten Strei-
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fen eines Verpackungsmaterials (5) gefaltet
worden sind,
- Vergleichen der durch den Sensor (12, 13) er-
zeugten Daten mit Referenzdaten, wobei die
Daten eine Information darüber umfassen, wo
auf dem Streifen des Verpackungsmaterials (5)
transversale Versiegelungen (9), die durch die
transversale Versiegelungseinheit (11) erzeugt
werden, platziert werden oder worden sind, und
- Steuern einer Zurückweisung von Portionspa-
keten (2) in Abhängigkeit eines Ergebnisses des
Datenvergleichs.

14. Verfahren nach Anspruch 13,

dadurch gekennzeichnet,
dass der Schritt eines Zurückweisens ausge-
wählter Portionspakete (2) den Schritt umfasst:

- Leiten von unter Druck gesetztem Gas in
Richtung eines Zufuhrweges der Portions-
pakete (2) in einer Position entsprechend
einem Auslass (15, 17), der von einem für
nicht zurückgewiesene Portionspakete (2)
vorgesehenen Produktauslass (16) ge-
trennt ist.

15. Verfahren nach einem der Ansprüche 13 - 14,

dadurch gekennzeichnet,
dass eine Information darüber, ob es ein Pro-
duktmaterial gibt, das in Bezug auf eine vorge-
sehene Position und/oder bestehende Position
der transversalen Versiegelung richtig positio-
niert ist, verwendet wird, um einzustellen, wie
und/wo ein Portionspaket (2) auf dem Verpa-
ckungsmaterial (5) in Bezug auf eine vorgese-
hene Position einer transversalen Versiegelung
platziert wird.

Revendications

1. Dispositif (1) pour la production de paquets fraction-
nés (2) d’un produit de tabac sans fumée ou d’un
produit à priser sans tabac, ledit dispositif (1) com-
prenant

- un agencement de formation (3) configuré pour
former des paquets fractionnés (2) du produit à
partir d’une alimentation de matière de produit,
- un agencement d’emballage (4) configuré pour
plier et sceller une matière d’emballage (5)
autour des paquets fractionnés (2), l’agence-
ment d’emballage (4) comprenant une unité
pour le scellement transversal (11) d’une bande
de ladite matière d’emballage (5) qui a été pliée
longitudinalement autour d’une rangée de pa-

quets fractionnés (2),
- un élément capteur (12, 13) configuré pour pro-
duire des informations utiles pour identifier des
paquets fractionnés défectueux (2) pendant le
fonctionnement du dispositif (1),
- un système de rejet (7) configuré pour rejeter
des paquets fractionnés sélectionnés (2) pen-
dant le fonctionnement du dispositif (1), et
- un système de commande (8) configuré pour
recevoir les informations produites par l’élément
capteur (12, 13) et pour commander le système
de rejet (7),

l’élément capteur étant susceptible de produire des
données d’au moins une partie d’un paquet fraction-
né individuel (2) pendant le fonctionnement du dis-
positif (1), et
le système de commande (8) étant configuré

i) pour effectuer une comparaison entre a) les
données reçues en provenance de l’élément
capteur (12, 13) et b) des données de référence,
et
ii) pour commander le système de rejet (7) en
fonction d’un résultat de ladite comparaison,

caractérisé en ce que
ledit élément capteur (12, 13) est agencé en asso-
ciation avec ladite unité de scellement transversal
(11) de façon à être susceptible de produire des don-
nées de paquets fractionnés qui ont été pliés dans
la bande de matière d’emballage (5) pliée longitudi-
nalement, et dans lequel ledit système de comman-
de (8) est conçu pour être muni d’informations con-
cernant les endroits sur la bande de matière d’em-
ballage (5) au niveau desquels des joints transver-
saux (9) produits par l’unité de scellement transver-
sal (11) seront ou ont été placés.

2. Dispositif (1) selon la revendication 1
caractérisé en ce que
la comparaison de données comprend une compa-
raison d’une ou plusieurs propriétés de paquet frac-
tionné (2), dans lequel ladite/lesdites propriété/pro-
priétés est/sont une ou plusieurs des choses
suivantes : longueur de paquet fractionné (2) ; lar-
geur de paquet fractionné (2) ; position de paquet
fractionné (2) par rapport à une position existante ou
projetée d’un joint transversal (9) de la matière d’em-
ballage (5) ; apparence, comme la longueur, du joint
transversal (9) ; apparence d’un joint longitudinal
(10) de la matière d’emballage (5) ; et/ou s’il y a une
matière de produit placée sur un extérieur de la ma-
tière d’emballage (5).

3. Dispositif (1) selon l’une quelconque des revendica-
tions 1 à 2,
caractérisé en ce que
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le résultat de la comparaison comprend une classi-
fication d’un premier paquet fractionné individuel (2)
comme étant défectueux si les données dudit pre-
mier paquet fractionné individuel (2) diffèrent des
données de référence par au moins une certaine va-
leur de seuil.

4. Dispositif (1) selon l’une quelconque des revendica-
tions précédentes,
caractérisé en ce que
ledit élément capteur est un capteur de vision (12,
13) et lesdites données d’au moins une partie d’un
paquet fractionné individuel (2) comprennent des
données d’image.

5. Dispositif (1) selon l’une quelconque des revendica-
tions précédentes,
caractérisé en ce que
le dispositif (1) comprend un élément émettant un
rayonnement (8) situé sur un côté opposé d’un che-
min d’alimentation projeté pour ladite bande de ma-
tière d’emballage (5) en comparaison audit élément
capteur (12).

6. Dispositif (1) selon l’une quelconque des revendica-
tions précédentes,
caractérisé en ce que
ledit dispositif (1) comprend un élément capteur sup-
plémentaire (13) fonctionnant avec un rayonnement
réfléchi.

7. Dispositif (1) selon la revendication 6,
caractérisé en ce que
l’un des éléments capteurs (12) est positionné en
amont de l’unité de scellement transversal (11) et
l’un des éléments capteurs (13) est positionné en
aval de l’unité de scellement transversal (11).

8. Dispositif (1) selon l’une quelconque des revendica-
tions précédentes,
caractérisé en ce que
le dispositif comprend au moins une sortie de produit
(16) destinée aux paquets fractionnés non rejetés
(2), dans lequel le système de rejet est configuré
pour diriger des paquets fractionnés sélectionnés
vers au moins une autre sortie (15, 17) qui est dis-
tincte de la sortie de produit (16).

9. Dispositif (1) selon la revendication 8,
caractérisé en ce que
le système de rejet (7) comprend au moins un canal
(20) configuré pour mener un gaz pressurisé vers
un chemin d’alimentation projeté des paquets frac-
tionnés (2) dans une position correspondant à au
moins une desdite(s) sortie(s) (15, 16, 17).

10. Dispositif (1) selon la revendication 9,
caractérisé en ce que

l’au moins un canal (20) est intégré dans un élément
de support (18) comprenant une périphérie perforée
(19) et étant susceptible de maintenir une pression
de vide ou faible appliquée à l’intérieur de l’élément
de support (18) pour maintenir une bande de la ma-
tière d’emballage (5) et les paquets fractionnés (2)
en place lorsqu’ils sont transportés dans le chemin
d’alimentation le long de l’élément de support (18).

11. Dispositif (1) selon la revendication 10,
caractérisé en ce que
ledit élément de support (18) est muni de brides
agencées de façon transversale (21) au niveau de
sa périphérie pour le scellement transversal de ladite
matière d’emballage (5) autour des paquets fraction-
nés (2).

12. Dispositif (1) selon l’une quelconque des revendica-
tions précédentes,
caractérisé en ce que
le système de commande est conçu pour identifier
s’il y a une matière de produit correctement position-
née par rapport à une position projetée et/ou à une
position existante du joint transversal.

13. Procédé de production de paquets fractionnés (2)
d’un produit de tabac sans fumée ou d’un produit à
priser sans tabac, ledit procédé comprenant les éta-
pes de :

- formation de paquets fractionnés (2) dudit pro-
duit
- placement des paquets fractionnés (2) en ligne
dans/sur une bande de la matière d’emballage
(12)
- pliage et scellement de la bande de la matière
d’emballage (5) longitudinalement autour des
paquets fractionnés (2),
- scellement transversal de la bande de la ma-
tière d’emballage (5) entre les paquets fraction-
nés (2),
- production d’informations utiles pour identifier
des paquets fractionnés défectueux (2), et
- rejet de paquets fractionnés sélectionnés (2),

dans lequel le procédé comprend les étapes
suivantes :

- production de données d’au moins une partie
d’un paquet fractionné individuel (2) en utilisant
un élément capteur (12, 13), qui est agencé en
association avec une unité de scellement trans-
versal (11), de façon à être susceptible de pro-
duire des données de paquets fractionnés qui
ont été pliés dans la bande de matière d’embal-
lage (5) pliée longitudinalement,
- comparaison des données produites par le
capteur (12, 13) à des données de référence,
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lesdites données comprenant des informations
concernant les endroits sur la bande de matière
d’emballage (5) au niveau desquels des joints
transversaux (9) produits par l’unité de scelle-
ment transversal (11) seront ou ont été placés,
et
- commande du rejet de paquets fractionnés (2)
en fonction d’un résultat de ladite comparaison
de données.

14. Procédé selon la revendication 13,
caractérisé en ce que
l’étape de rejet de paquets fractionnés sélectionnés
(2) comprend l’étape suivante :

- guidage de gaz pressurisé vers un chemin
d’alimentation des paquets fractionnés (2) dans
une position correspondant à une sortie (15, 17)
qui est distincte d’une sortie de produit (16) des-
tinée à des paquets fractionnés non rejetés.

15. Procédé selon l’une quelconque des revendications
13 à 14,
caractérisé en ce que
des informations sur le fait qu’il y a ou non une ma-
tière de produit correctement positionnée par rapport
à une position projetée et/ou une position existante
du scellement transversal sont utilisées pour ajuster
comment et/ou où un paquet fractionné (2) est placé
sur ladite matière d’emballage (5) par rapport à une
position projetée d’un scellement transversal.
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