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Description

Technical Field

[0001] The present invention relates to a packaging
apparatus comprising an evacuation station and to a
packaging process using an evacuation station. The
packaging process includes evacuation of packages in
a continuous vacuum system having a fixed-gap vacuum
chamber.

Background Art

[0002] A packaging apparatus can be used to package
a food product. The product can be a bare product or a
product pre-loaded onto a tray. A tube of plastic wrap
can be continuously fed through a bag/package forming,
filling and sealing apparatus. The film and the product
are joined, for example the product is deposited on the
film or the film is wrapped around the product. In some
examples, the bare product is fed through an infeed belt.
A tube is created around the product by joining together
and sealing opposite longitudinal edges of the film. Al-
ternatively, the product is placed in the tube and a leading
edge (at the downstream end) of the packaging material
is sealed. Then the tube is sealed at the trailing edge (at
the upstream end) of the package and is severed from
the continuously moving tube of packaging material.
[0003] In some embodiments, the tube can be provided
as a tube, or be formed from two films or webs sealed
longitudinally at two longitudinal edges, or from a single
film that is folded over and sealed along its longitudinal
edges. In other embodiments, products are loaded into
pre-formed bags, which are then supplied to an evacu-
ation station and to a sealing station. Further, some em-
bodiments can facilitate evacuation of multiple packages
at the same time in the same process step. The latter
can be realized, for example, by processing multiple bags
using a single vacuum system.
[0004] Sealing bars or sealing rolls can be used to cre-
ate seals in the packaging material. If sealing bars are
employed, a lower bar and an upper bar are moved with
respect to one another in order to contact each other
while squeezing the packaging material between the bars
and providing one or more seals, for example by heat-
sealing. Actuating sealing bars in this manner requires
the sealing bars being stationary relative to the package,
for example moving the sealing bars along with the pack-
age located on a conveyor or intermittently stopping the
conveyor during the actuation of the sealing bars. Sealing
rolls can be employed in order to maintain a continuous
motion of packages on a conveyor belt. In some exam-
ples, packages are placed on a conveyor belt in an ori-
entation where an unsealed end of the package, for ex-
ample the open edge of a bag holding a product, is lo-
cated laterally on the side of the conveyor with respect
to a main movement direction of the conveyor. The open
ends of the packages can then be fed through sealing

rolls which perform, for example, heat sealing of the pack-
age material, without having to perform a complex syn-
chronization of the movements of, for example, sealing
bars with respect to the moving packages. The seals are
typically transversally extending regions, stripes, or
bands of packaging material that have been processed
(e.g. heat-treated) to provide a seal between the inside
of the packaging and the environment.
[0005] In the context of this document, whenever evac-
uation or vacuumization in terms of gas extraction is re-
ferred to, it is understood that the term "gas" can comprise
an individual particular gas or a mixture of gases and
can, for example, refer to air (i.e. consist of a mixture of
gases corresponding to ambient air). In some embodi-
ments, packages can be flushed with protective gas or
gases (sometimes also referred to as "inert" gas). It is
noted that any known protective gas or gas mixture can
be employed, for example CO2.
[0006] Gas can be injected into the package in the
space between the product and the film using known
techniques. Remaining gas inside the package after gas
or air has been evacuated therefrom and after the pack-
age has been sealed ensures a desired residual level of
O2 inside the package. Reducing the level of residual O2
in the package is particularly beneficial when packaging
perishable products (e.g. cheese with low gassing level
during maturation). In some applications, a residual O2
level of 5% to 6% may be sufficient. In other applications,
a residual O2 level lower than 5%, for example 1% or
lower, may be desirable. It is noted that, using embodi-
ments of the present invention, practically any residual
O2 level necessary or desired for an individual packaging
application may be set accordingly.
[0007] A packaging apparatus is typically used for nu-
merous different products with respect to, for example,
the type of product, size, weight, and composition. Some
packaging machines employ one or more vacuum cham-
bers, typically one of which is designed to house one or
more entire products to be evacuated. Generally, such
a setup may entail several limitations. For example, the
complexity and cost for the equipment leaves room for
improvement due to the many components required. Fur-
ther, the sizes of products that can be processed are
limited by the maximum size of the vacuum chamber
holding the product during evacuation. In some applica-
tions, it is difficult to provide chambers of sufficient size
due to structural limitation of some components (e.g. ac-
tuators, supports). Also, maintaining process reliability
and durability of components may be difficult with in-
creasing size of components (e.g. chambers, actuators,
gaskets) as the size typically impacts wear and tear prop-
erties. Additionally, processing times may increase due
to vacuumization of larger chambers taking comparably
longer time. US2007/234683 A1 discloses an apparatus
for extracting air from within flexible packages including
a package conveyor and a, downwardly-open, vacuum
extraction hood through which the packages are con-
veyed so that an upper portion of each package is moved
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through the extraction hood. The interior of the hood is
joined in fluid communication with a vacuum source, so
that air is extracted from within each package as it is
conveyed through the hood. EP 0 928 270 A1 discloses
device, for vacuumizing and closing bags, comprising a
conveyor which ensures a synchronized flow of bags.
Above the conveyor there are two suction conveyors
each having an upper suction band and a lower suction
band, between which bags are carried by their head por-
tion. In the suction bands interconnected pockets are
made by a vacuumizing device to remove air from the
bag. DE 101 49 812 A1 discloses an apparatus for evac-
uating and sealing filled bags having two endless belts
enclosing a recess which fits over the top of the bag.
Sealing jaws are fitted below the belts. A pipe can be
inserted into the bag and which is connected to a vacuum
pump.
[0008] An aim of the present invention is to provide a
packaging process that facilitates efficient packaging of
products of larger sizes using a (soft) vacuum system
suitable for a wide variety of sizes of products. A further
aim of the present invention is to provide a packaging
process that facilitates evacuation of gas and/or air from
a package in a continuous manner. In particular, it is an
aim of the invention to provide a packaging apparatus
capable of executing the packaging process of the inven-
tion.

Summary of invention

[0009] One or more of the above aims are achieved
by a device according to any one of the appended claims
1-11, by a packaging process according to any one of
claims 12-14 and by a packaging apparatus according
to claim 15.
[0010] Advantages of the packaging process and the
packaging apparatus include that the packaging process
can be performed using a relatively small vacuum cham-
ber having a fixed gap allowing movement of a portion
of the package (e.g. bag neck, unsealed end of package).
Evacuating a smaller chamber and maintaining a vacuum
within a smaller chamber can be significantly more effi-
cient than evacuating larger chambers designed to house
the entire product/package during vacuumization. Fur-
ther improvements entail lower costs and less space re-
quirements at the same processing rate (e.g. m2/1ppm).
[0011] Advantages of the packaging process and the
packaging apparatus further include that packages can
be evacuated continuously and in a serial manner, there-
by reducing complexity of the vacuum system. This can
also entail a reduction in processing times and/or
processing costs due to continuous processing as op-
posed to batch processing.
[0012] Advantages of the packaging process and the
packaging apparatus further include that products of larg-
er and/or variable sizes can be efficiently packaged irre-
spective of the size of the vacuum chamber. For example,
products having a same height but varying length and

width can be processed without any changes to the pack-
aging apparatus or process. The size of the vacuum
chamber does not limit the size of the packages that can
be processed. Additionally, the packaging apparatus can
be easily adapted for processing products of a different
height.
[0013] Advantages of the packaging process and the
packaging apparatus also include that wrinkle generation
(beneficial, e.g., for vacuumization) and flattening (ben-
eficial, e.g., for sealing) can be integrated into the con-
tinuous processing as the products/packages are in mo-
tion during these stages.
[0014] Advantages of the packaging process and the
packaging apparatus further include that monitoring the
process (e.g. vacuumization) can be performed more
easily due to the products/packages being freely acces-
sible as opposed to being enclosed in a vacuum cham-
ber.
[0015] Advantages of the packaging process and the
packaging apparatus additionally include that the pack-
aging apparatus can be easily adapted to individual ap-
plications. For example, the width of the main conveyor
belt can be changed in order to accommodate products
of particular length. Further, processing speed and evac-
uation time can be changed by adapting the operation
speed of the main conveyor and/or by employing a longer
or shorter vacuum chamber.
[0016] Advantages of the packaging process and the
packaging apparatus further include that the risk of de-
terioration of the products (e.g. molding caused by resid-
ual oxygen) can be reduced by providing the packages
with a protective gas, prior to evacuation of gas or air.
[0017] The packaging process may also facilitate full
integration and automation with a vertical or horizontal
form, fill, and seal (VFFS, HFFS) apparatus.

Brief description of drawings

[0018]

FIG. 1 shows a first evacuation station of a packaging
apparatus;
FIG. 2 shows a cross section view of the evacuation
station shown in FIG. 1, the cross section view being
taken along the line II-II;
FIG. 3 shows a fixed-gap vacuum chamber of an
evacuation station;
FIG. 4 shows a second evacuation station of a pack-
aging apparatus;
FIG. 5 shows a different view of the second station
shown in FIG. 4;
FIG. 6 shows a third evacuation station of a packag-
ing apparatus;
FIG. 7 shows a different view of the third station
shown in FIG. 6;
FIG. 8 shows an isometric front view of a fourth evac-
uation station of a packaging apparatus according
to the present invention;
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FIG. 8A shows a cross section view of a conveyor
belt in accordance with embodiments of the inven-
tion;
FIG. 9 shows an isometric back view of the fourth
evacuation station of a packaging apparatus accord-
ing to the present invention;
FIGs. 10A, 10B, and 10C show detailed views of an
intake section of an evacuation station according to
the present invention;
FIG. 10D shows an isometric front view of an intake
section of an evacuation station according to the
present invention;
FIG. 10E shows a detailed isometric front view of an
intake section of an evacuation station according to
the present invention;
FIG. 10F shows an isometric front view of an alter-
native embodiment of an intake section of an evac-
uation station according to the present invention;
FIGs. 11A and 11B show cross sections of upper
and lower belts as employed in the third evacuation
station;
FIG. 12A shows the inside of a flusher chamber that
can be employed with an evacuation station accord-
ing to the present invention;
FIG. 12B shows an evacuation chamber that can be
employed with an evacuation station according to
the present invention, the evacuation chamber hav-
ing multiple compartments separated by dividers;
FIG. 12C shows an isometric back view of the inside
of a flusher chamber that can be employed with an
evacuation station according to the present inven-
tion;
FIG. 12D shows a detailed isometric back view of
the flusher chamber of FIG. 12C of an evacuation
station according to the present invention;
FIG. 12E shows a cross section view of the flusher
chamber of FIG. 12C of an evacuation station ac-
cording to the present invention;
FIG. 12F shows isometric views of a flusher support
of a flusher assembly as shown in FIGs. 12D-12E
that can be employed with an evacuation station ac-
cording to the present invention;
FIG. 13 shows a cross section of a divider as shown
in FIG. 12B;
FIG. 14 shows an isometric view of an outlet section
of an evacuation station according to the present in-
vention;
FIG. 14A shows an isometric front view of an outlet
section in accordance with embodiments of the
present invention, the outlet section being provided
with a separate exit belt;
FIG. 15 shows a cross section of the outlet section
shown in FIG. 14, illustrating the configuration of up-
per and lower belts overlapping in the outlet section;
FIG. 15A shows a cross section view of a stretch belt
in accordance with embodiments of the present in-
vention;
FIG. 16 shows a cross section of a flusher chamber

as shown in FIG. 12A; and
FIG. 16A shows a cross section of an alternative
embodiment of a flusher chamber including one or
more integrated nozzles.

Detailed Description

[0019] FIG. 1 shows a first example of an evacuation
station 1 of a packaging apparatus. A packaging appa-
ratus typically comprises further components, for exam-
ple a loading station for loading products and a sealing
station for sealing packages 50 (such further components
not shown in FIG. 1). The packaging apparatus has one
or more means for moving the products or packages 50,
for example one or more conveyor belts including an in-
feed belt, a main conveyor belt 30, and an outfeed belt
(or exit belt). The means for moving are configured to
move products placed inside a film or packages 50 from
the loading station towards and through the sealing sta-
tion and towards and through the evacuation station 1.
The placement of packages on the transport means (e.g.
on the conveyor belt) further defines relative directions
as to up, down, above, below, etc. as can be seen, for
example, in FIGs. 1, 6, 8, 9, etc., showing isometric views
of the arrangement of different components. In FIG. 2,
for example, which shows a cross section of the transport
means 30 and of the chamber 10, the arrow U/D extends
along the up/down directions, "down" being in the direc-
tion towards the package 50 (i.e. towards the bottom of
FIG. 2), which is placed on an (upper) surface of the
conveyor belt 30. Consequently, the direction "up" is in-
dicated by arrow U/D in the direction away from the pack-
age 50 (i.e. towards the top of FIG. 2). Corresponding
terms, for example "upper", "lower", "above", "below",
etc. are understood to be read within the above-de-
scribed context of the products being placed on the trans-
port means 30, as shown in the figures.
[0020] Evacuation station 1 includes a main conveyor
belt 30 and infeed 34 and outfeed 36 areas in order to
facilitate the introduction of packages 50 into a working
zone of evacuation station 1 and to transport the pack-
ages 50 through and away from the evacuation station
1. Alongside the main conveyor belt 30, an evacuation
chamber 10 is located. The evacuation chamber has an
elongated opening 14 extending substantially parallel to
a longitudinal axis of the evacuation chamber 10 along
a sidewall thereof. The opening 14 defines a fixed gap
(e.g. having a height that is substantially fixed along the
length of the vacuum chamber 10) extending substan-
tially parallel to the movement direction 40. At an up-
stream end of the evacuation chamber 10 (upstream be-
ing defined with respect to movement direction 40 of
packages 50 through evacuation station 1), a bag neck
guide 16 and/or a belt guide 12 is/are provided in order
to reliably introduce the bag necks of packages 50 (e.g.
film material in correspondence of the open end 55 of
each package 50) into the fixed-gap opening 14. At the
downstream end of the evacuation chamber 10, sealing
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rolls 24 can be provided, including a corresponding seal-
ing roll motor, knife rolls 22, and/or a trimmer for trimming
excess material. It is noted that the terms "upstream" and
"downstream" are defined with respect to the main move-
ment direction 40 of products through the packaging ap-
paratus.
[0021] In some embodiments, the packages 50 are
provided as packages having sealed ends (e.g. a first
sealed end and a second sealed end). Before evacua-
tion, a sealed end of a respective package 50 can be
perforated or provided with an aperture in order to provide
the package 50 with the open end 55. The perforation or
aperture is provided in the terminal portion 54 of the open
end 55, such that the terminal portion 54 of the open end
55 and, thus, the perforation or aperture, is guided
through the vacuum chamber 10. In other embodiments,
a seal present at the terminal portion 54 (e.g. a seal ex-
tending along an edge of the package 50, can be cut in
order to create the open end 55. Similarly, the cut is pro-
vided in the terminal portion 54 of the open end 55, such
that the terminal portion 54 of the open end 55 and, thus,
the opening created by the cut, is guided through the
vacuum chamber 10.
[0022] Evacuation chamber 10 further has a fluid con-
nector 11 configured to be attached to a vacuum source
(e.g. a vacuum pump; not shown). In this manner, gas
or air can be evacuated from evacuation chamber 10
through fluid connector 11 and, thus, the vacuum cham-
ber can be provided with an internal vacuum pressure
that is below ambient pressure. A suitable vacuum
source is a vacuum pump operating at, for example,
about 1200 m3/h and 500 mbar of absolute pressure.
[0023] Typically, products are loaded onto a continu-
ously supplied film, for example supplied from a roll of
film, the film being subsequently longitudinally sealed in
order to create a sequence of packages 50, i.e. products
placed in the tubular film. This can be performed at a
loading station (not shown in FIG. 1). Optionally, a flusher
(not shown) may be provided in order to flush the inside
of the tubular film with a protective gas or mixture of gas-
es. The gas or gases may substantially comprise or con-
sist of CO2. The packages 50 may be provided to the
evacuation station 1 in a state where the inside of the
packages 50 has already been flushed (e.g. at a loading
station, or between a loading station and the evacuation
station using a separate flushing station). As described
below, the evacuation station 1 can include a flushing
chamber in which (additional) flushing can be performed.
[0024] It is assumed that once packages 50 reach
evacuation station 1 along movement direction 40 as
shown in FIG. 1, the packages 50 have been formed by
placing packaging film 21 around a product 56 and seal-
ing the film along one or more edges. In an alternative,
products 56 have been placed in pre-formed bags made
from packaging film 21. Subsequently, packages 50 are
arranged on a main conveyor belt 30 so that an open end
of each package 50, i.e. an unsealed portion of package
50, is positioned facing towards the side of the conveyor

belt 30 at which the vacuum chamber 10 is located (e.g.
towards the left with respect to direction 40, as shown in
FIG. 1).
[0025] It is noted that each of the packages 50 can
have different dimensions, in particular with respect to
length I and width w, as compared to other packages 50
being processed in the same packaging apparatus. The
length I of a package 50 refers to the extension of the
package 50 parallel to the surface of the main conveyor
30 and perpendicular to the movement direction 40. The
width w of a package refers to the extension of the pack-
age 50 parallel to the surface of the main conveyor 30
and in the direction of the movement direction 40. Pack-
ages 50 are placed and positioned such that the open
ends 55 of the packages 50 are lined up with respect to
the side of the main conveyor belt 30 facing the vacuum
chamber 10, so that the series of open ends 55 is ar-
ranged parallel to the movement direction 40 and in align-
ment with the opening 14 of the vacuum chamber 10.
[0026] In FIG. 1, packages 50 are shown having the
same dimensions and are, thus, positioned substantially
identically along the length of evacuation station 1. It is,
however, understood that packages having different
length I and/or different width w can be processed by
evacuation station 1 without any major adjustments to
the evacuation process or the evacuation station. Pack-
ages of different length and/or width are simply placed
so that the respective open ends of the packages are
positioned in substantially the same position with respect
to vacuum chamber 10 as packages are moved along
evacuation station 1 by the main conveyor 30. Opposite
ends of packages 50 will, thus, not be aligned if said
packages 50 have varying lengths.
[0027] A packaging apparatus, for example an appa-
ratus including an evacuation station such as evacuation
station 1, typically comprises a control unit. The control
unit and individual connections to components of the
packaging apparatus are not shown for clarity. It is un-
derstood that the control unit is connected to one or more
components of the packaging apparatus, for example
one or more of a loading station, a sealing station, and
a flusher. A flusher may be provided in order to flush the
inside of the packaging film 21 with a protective gas or
mixture of gases. The control unit is further connected to
evacuation station 1 and to the main conveyor belt 30.
At the evacuation station 1, gas or air is evacuated from
the packages 50.
[0028] The control unit may further be connected to
additional components, such as a hot air or shrink tunnel,
where the film material around packaged products 50
can additionally undergo heat-shrinking after the pack-
ages 50 having been evacuated and sealed. It is under-
stood that the packaging apparatus can comprise com-
mon connection means for connecting the control unit to
any components controlled, for example electrical, opti-
cal, or other connections and/or leads.
[0029] The control unit can be configured for controlling
the transport of packages 50 along a predefined path,
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for example by controlling a motor associated with main
conveyor belt 30. The control unit can further control the
actuators of different components, for example, in order
to create seals on the tubular film or in order to control
sealing bars (e.g. sealing bars 26, 27; see below), sealing
rolls (e.g. sealing rolls 24; see below), knife rolls, vacuum
pumps, etc. The control unit is configured to send and/or
receive control signals to/from the vacuum source (e.g.
a vacuum pump). The control unit can further be config-
ured to control the vacuum pump to provide an internal
vacuum pressure to vacuum chamber 10. To this aim,
the control unit can be configured to control a power driv-
ing the vacuum pump connected to vacuum chamber 10.
The control unit is further configured to control the main
conveyor 30. For example, the control unit can be con-
figured to increase or decrease an operating speed of
the main conveyor belt 30. The control unit can further
be configured to control the operating speed of the main
conveyor 30 depending on a position of products 50 with
respect to different components of the packaging appa-
ratus. In embodiments in which the packages 50 are
moved relative to the vacuum chamber 10, the main con-
veyor belt 30 can be controlled to move the packages 50
relative to the vacuum chamber 10 at a predetermined
relative speed, for example between about 5 m/min to
about 30 m/min, preferably between about 10 m/min to
about 20 m/min.
[0030] The control unit can comprise a digital proces-
sor (CPU) with memory (or memories), an analogical type
circuit, or a combination of one or more digital processing
units with one or more analogical processing circuits. In
the present description and in the claims it is indicated
that the control unit is "configured" or "programmed" to
execute certain steps. This may be achieved in practice
by any means, which allow for configuring or program-
ming the control unit. For instance, in case of a control
unit comprising one or more CPUs, one or more pro-
grams are stored in an appropriate memory. The program
or programs contain instructions, which, when executed
by the control unit, cause the control unit to execute the
steps described and/or claimed in connection with the
control unit. Alternatively, if the control unit is of an ana-
logical type, then the circuitry of the control unit is de-
signed to include circuitry configured, in use, to process
electric signals such as to execute the control unit steps
herein disclosed.
[0031] FIG. 2 shows a cross section view of the evac-
uation station shown in FIG. 1, the cross section view
being taken along the line II-II. Different components
shown in FIG. 2 are shown not to scale but schematically
for reasons of clarity. FIG. 2 shows a cross section of
vacuum chamber 10. Fluid connector 11 is configured to
connect to a suitable vacuum source (not shown) and to
provide the vacuum chamber 10 with a corresponding
vacuum pressure. Arrows indicate flow of gas or air dur-
ing evacuation of package 50, namely from inside pack-
age 50 and from around package 50 into and through
vacuum chamber 10, for example when the vacuum

pump is operational. Fixed-gap opening 14 extends
along the length of the vacuum chamber 10 and is con-
figured to enable the desired flow of gas or air from out-
side the vacuum chamber 10 through opening 14, into
the vacuum chamber, and further towards fluid connector
11. To this aim, opening 14 is provided with a profile and
dimensions suitable for the respective process. The
opening can have, for example, a rounded and/or tapered
cross section, in order to improve the evacuation process
and/or to reduce noise and/or energy consumption of the
system. In some examples, terminal edges of the open-
ing (e.g. an outer edge facing the outside of the vacuum
chamber 10 and/or an inner edge facing the inside of the
vacuum chamber 10) can have a rounded cross section.
This can prevent clogging or damage of the film material
being moved along the opening 14 and/or improve the
separation of opposite layers of film material inside the
vacuum chamber 10. The opening can further have a
tapered cross section which increases in size from out-
side towards inside the vacuum chamber (e.g. increasing
from about 1 mm height of the opening towards the out-
side to about 3 to 5 mm height of the opening towards
the inside of the vacuum chamber 10). Based on a
number of parameters, for example the size of the pack-
age 50, the products 56 contained therein, and the prop-
erties of packaging film 21, the properties of opening 14
are determined. This is detailed further below.
[0032] With respect to both FIGs. 1 and 2, a package
50 is placed on the main conveyor belt 30 and positioned
such that a terminal portion 54 of the open end 55 of
package 50 is positioned inside the vacuum chamber 10.
Further, a non-terminal portion 52 of the open end 55 of
the package remains outside of the vacuum chamber,
and an intermediate portion 53 of the open end, located
between the terminal 54 and non-terminal 52 portions of
the open end 55, is located within the opening 14. In order
to achieve this particular positioning of the open ends 55
of packages 50, vacuum chamber 10 includes a guide
or guides 16 and/or a belt or belts 12 at an upstream end
of the vacuum chamber.
[0033] FIG. 2 illustrates the positioning of packages 50
with respect to directions perpendicular to movement di-
rection 40, which in FIG. 2 is perpendicular to the viewing
plane. Packages 50 can be positioned along their length
I (i.e. horizontally as seen in FIG. 2) simply by placing
packages 50 on main conveyor 30 in the desired position.
Horizontal positioning of the open end 55 of packages
50 is, thus, achieved by corresponding placement of
packages on main conveyor 30. It is noted that the indi-
vidual length I of a package 50 is relevant only insofar
as the width of main conveyor 30 is concerned. Longer
packages 50 can be placed on main conveyor 30 as long
as they are well supported (e.g. as long as the center of
gravity of a package 50 is located within the supporting
area of main conveyor 30). The main conveyor 30 can,
furthermore, be selected based on a maximum width
thereof, thus defining a maximum length I for products
56 being processed.
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[0034] Vertical positioning of the open end 55 of pack-
ages 50 can be achieved by relatively adjusting the ver-
tical spatial relationship (i.e. vertical as seen in FIG. 2)
of the main conveyor 30 and the vacuum chamber 10.
In some embodiments, vacuum chamber 10 is vertically
adjustable with respect to main conveyor 30 in order to
facilitate processing of packages having varying height
h (e.g. as indicated by arrow U/D in FIG. 2). In other
embodiments, main conveyor 30 can be vertically adjust-
able with respect to vacuum chamber 10. It is noted that
typically the vertical position of open end 55 of packages
50 as shown in FIG. 2 depends on the height h of the
respective package, wherein the height of the open end
55 typically is half the height h of the package 50. It is
understood that packages 50 may be provided having
open end 55 at a different height with respect to the pack-
age height h, for example lower or higher than h/2. In
such applications, vacuum chamber 10 can be relatively
adjusted so that opening 14 and open ends 55 are
aligned.
[0035] Packages 50 are positioned and the vertical po-
sition of vacuum chamber 10 or main conveyor 30 is ad-
justed so that open ends 55 of packages 50 are substan-
tially positioned within an operating region of guides 16
and/or belts 12 in a longitudinal extension of vacuum
chamber 10 and opening 14. This facilitates introduction
of the open ends 55 into and through vacuum chamber
10 during movement of packages 50 along direction 40
into and through evacuation station 1.
[0036] While open ends 55 are guided into opening 14
and moved along the length thereof, vacuum pressure
applied to vacuum chamber 10 causes aspiration of gas
or air through opening 14 from inside packages 50 and
from around ambient air outside packages 50 as indicat-
ed by arrows in FIG. 2. The relative movement of pack-
ages 50 and, more precisely the relative movement of
the film material 21 at open end 55 of packages 50, pre-
vents sticking or adhesion of film 21 to the upper and
lower edges of opening 14. Further, the flow of gas or air
facilitates separation of opposing layers of film 21 at the
open end of package 50 and of substantially keeping
opposing layers of film 21 in a spaced-apart configura-
tion, thereby facilitating efficient evacuation of gas or air
from package 50. At this stage, wrinkles in the film ma-
terial 21 at the open end 55 of packages 50 support evac-
uation of packages 50 due to the creation of channels
through which air/gas can be drawn from inside packages
50.
[0037] The length of vacuum chamber 10 along move-
ment direction 40 (see FIG. 1) and the operating speed
of main conveyor 30 can be adjusted in order to modify
a time period during which evacuation of packages 50 is
performed. For example, providing a longer chamber 10
or lowering the operating speed of main conveyor 30 in-
creases the time period during which packages 50 are
evacuated. Similarly, providing a shorter chamber 10 or
increasing the operating speed of main conveyor 30 de-
creases the time period during which packages 50 are

evacuated. Additionally, the vacuum pressure applied to
vacuum chamber 10 can be increased or decreased as
desired, thereby further modifying the evacuation proc-
ess. A higher pressure difference between the vacuum
chamber (low pressure) and the ambient atmosphere
(ambient pressure) increases the evacuation of packag-
es 50.
[0038] In one example, evacuation station 1 can be
configured in accordance with the following parameters.
Evacuation station 1 is configured to accommodate and
process products of up to 1500mm in length (e.g. based
on a width of main conveyor 30). The desired evacuation
time is set at a minimum of 5 seconds and the operating
speed of main conveyor is set at a maximum of 20 m/min
(i.e. 0.33 m/s). Vacuum chamber 10, thus, has to be pro-
vided with a length of at least 1.7m in order to provide
the minimum evacuation time taking into account the op-
erating speed of main conveyor 30. Not including infeed
(guides 16, belts 12) and outfeed areas, or an operating
area for the sealing rolls and the knife rolls, vacuum
chamber has a length of about 2m. In this example, open-
ing 14 is provided with a size (opening height) of 0.5mm.
Further, vacuum chamber 10 is provided with an absolute
pressure of 600mbar. The desired air speed in opening
14 is set at 250 m/s, necessitating an air flow rate from
chamber 10 of about 1125 m3/h. Air flow rate is calculated
based on the air speed (250 m/s; see above) x gap width
(0.5mm; see above) x gap length (estimated to be 2.5m).
In the present example: 250 m/s x 0.0005m x 2.5m =
0.3125 m3/s = 1125 m3/h. It is understood that these ex-
emplary values can be modified in accordance with the
individual application in order to account for different
processing times, different film material, etc.
[0039] The processing speed of evacuation station 1
can be calculated as follows. Processing packages con-
taining products 56 having a width of 450mm (and, e.g.,
length 500mm, height 100mm) and arranging the pack-
ages at a distance of 50mm with respect to one another
results in a throughput of 40 packages per minute (ppm),
the evacuation time being 5 seconds. This is based on:
conveyor speed / (width + spacing) = 20 m/min / (0.45m
+ 0.05m) = 40 ppm. In another example, products 56 of
120mm width (1200mm length, 100mm height) are proc-
essed, where the products are placed in bags (i.e. pack-
ages) of 250mm width and the evacuation time is set at
10 seconds (i.e. operating speed of the main conveyor
30 of 10 m/min). The throughput in this latter example is:
10 m/min / (0.25m + 0.05m) = 33 ppm.
[0040] FIG. 3 shows a fixed-gap vacuum chamber of
an evacuation station 1 according to the present inven-
tion. At the upstream end of the vacuum chamber 10,
guides 16 and belts 12 are arranged and configured to
collect and introduce the open end 55 of a package 50
being moved along the movement direction 40 into the
vacuum chamber 10 as the package is moved relative
to the vacuum chamber 10. Main conveyor belt 30 cre-
ates relative movement between the package 50 and the
vacuum chamber 10 such that the open end 55 of pack-
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age 50 is moved towards guides 16 and/or belts 12, which
then cause the open end 55 to be collected and guided
towards and into opening 14. In the embodiment shown
in FIGs. 1 and 3, the guides 16 and belts 12 are arranged
in a V-shaped configuration in order to collect open ends
55 of packages 50 largely independent from the individ-
ual shape of open end 55 (e.g. being bent upwards or
downwards, being flat or having wrinkles, etc.).
[0041] At the downstream end of vacuum chamber 10
a sealing roll assembly 24 is configured to seal the open
ends 55 of packages 50 in a continuous manner, for ex-
ample by heat-sealing. Here, sealing roll assemblies
known in the art can be employed, for example those
including two rolls carrying heating elements and being
arranged to act upon film material from opposite sides,
heat-sealing the film material as it is directed between
the sealing rolls and through the sealing roll assembly.
Subsequently, suitable cutting means, for example a
knife roll, cuts excess film material from packages 50.
Typically, packages 50 are sealed in the region of the
non-terminal portion 52 and excess film material is cut in
the region of the intermediate portion 53, optionally close
to the non-terminal portion 52. In some embodiments,
little or no excess film material is cut. If excess film ma-
terial is cut, a corresponding container (not shown) re-
ceiving the cut material can be provided.
[0042] FIG. 4 shows a second example of an evacua-
tion station of a packaging apparatus. In this second ex-
ample the vacuum chamber 10 is arranged and config-
ured largely identical to the first example. The movement
direction 40 of packages 50 moving through evacuation
station 1 is from right to left in FIG. 4. As shown, packages
50 are provided with plies using corresponding rollers 26
(e.g. pinch rollers). Rollers 26 further perform a function
similar to that of guides 16 or belts 12 in the first example
namely that of ensuring reliable introduction of the open
ends 55 of packages 50 into vacuum chamber 10 and
opening 14 (not shown in FIG. 4 because opening 14 is
located on the far side of vacuum chamber 10). Rollers
26 can be made from, for example, silicone rubber, nitrile
butadiene rubber (NBR), ethylene propylene diene mon-
omer (EPDM) rubber, natural rubber, soft polyvinyl chlo-
ride (soft PVC), soft polyurethane with or without fabric
reinforcement. The material can have a Shore A hard-
ness of between about 20 and about 100, preferably be-
tween about 40 to about 80. Further, rollers 26 can be
provided at their peripheral surfaces with a contoured
shape having compliant (e.g. soft) properties, such as a
surface having projections and/or recesses, grooves,
pores, or similar features. The above-mentioned proper-
ties of rollers 26 are also applicable to stretch rollers em-
ployed in some embodiments instead of stretch belts 80
and 82 (see below). As compared to the guide belts 70
and 72, the material used for stretch rollers and/or stretch
belts 80 and 82 generally has a higher coefficient of fric-
tion than the material used for the guide belts 70 and 72.
[0043] FIG. 5 shows a different view of the second em-
bodiment shown in FIG. 4. Evacuation station 1 as shown

in FIGs. 4 and 5 includes a main conveyor belt 30 having
grooves 32 (e.g. grooves, notches, channels) formed
therein. Further, evacuation station 1 shown in FIGs. 4
and 5 includes hot/cold air blades 42 connected to a cor-
responding source of hot or cold air at connectors 44.
Hot/cold air from hot/cold air blades 42 in connection with
grooves 32 present in main conveyor belt 30 may improve
the evacuation process in that pockets of air within pack-
ages 50 are pushed towards the open end 55 of packages
50 and towards vacuum chamber 10, where the air/gas
is evacuated. The grooves 32 can be particularly bene-
ficial in preventing adhesion of film material 21 to the
main conveyor 30 and/or adhesion of opposite layers of
film material 21. The joint forces of air pressure applied
by the hot/cold air blades 42 from outside the packages
50 together with the vacuum applied by the vacuum
chamber 10 and the effect of the grooves 32 in the main
conveyor belt 30 improve evacuation efficiency, effec-
tiveness, and/or time. Additionally, the grooves 32 can
improve the evacuation of air/gas from packages 50 con-
taining products 56 having irregular or inhomogeneous
shapes, potentially trapping air/gas between products 56
and film material 21.
[0044] Additionally or alternatively to what is described
in the previous paragraph, the grooves 32 can be pro-
vided with a number of openings (e.g. multiple openings
spaced at regular intervals along the length of a single
groove) and a vacuum can be applied to a predetermined
area of the conveyor belt 30 from below. This can be
achieved by providing the lower side of the upper run of
the conveyor belt 30 with an aspiration element (e.g. a
box-shaped nozzle having an open top portion positioned
close to the lower surface of the upper run of the conveyor
belt 30) and by applying a vacuum pressure to the aspi-
ration element. In this manner, air can be aspirated
through the openings in the upper run of the conveyor
belt 30 and, thus, act on the film of packages placed on
the conveyor belt 30. Consequently, the film material of
the package can be pulled towards the conveyor belt 30
where the film material will adapt to the shape of the
upper surface of the upper run of the conveyor belt 30.
Thereby, the film is pulled into the grooves 32, forming
plies or wrinkles in the film material.
[0045] This deformation of the film material entails sev-
eral effects promoting efficient and effective evacuation
of the package. First, the plies or wrinkles form channels
below the product placed in the package and thereby
facilitate evacuation of air in a region of the package dif-
ficult to evacuate, because it is often not or not entirely
in fluid communication with the open end of the package
due to the product being placed upon it. Further, even if
the region is in fluid communication with the open end of
the package, this might be only indirectly and/or through
passages having a rather high resistance to fluid flow
(e.g. due to complex and/or twisted shapes of the pas-
sages, small minimal or average diameter of the passag-
es, points of constriction in the passages). The channels
formed below the product conform to the straight shape
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and diameter of the grooves and, therefore, provide im-
proved fluid communication. Second, the channels can
provide an additional general region of fluid flow from the
sealed end of the package towards the open end thereof,
in addition to the regions at the top of the product and on
either side thereof, where the packaging film is typically
spaced further from the product than at the bottom there-
of. And third, the channels can carry over towards the
open end and through the opening 14 into the vacuum
chamber 10, such that the channels promote the overall
evacuation of the package by ensuring that opposite lay-
ers of film do not adhere too closely to one another in the
region where the film material extends through the open-
ing 14 into the vacuum chamber 10.
[0046] FIG. 6 shows a third example of an evacuation
station of a packaging apparatus according to the present
invention. In the third example, packages 50’ are pre-
pared by placing products 56 onto a sheet of film 21 which
is subsequently folded over products 56 in order to form
a tubular film having an unsealed (or open) edge 21’ ex-
tending along the length of the tubular film. Before evac-
uation, sealing bars 26 and 27 are actuated in order to
provide the tubular film with transversal seals (transver-
sal denoting a direction perpendicular to the movement
direction 40 and parallel to an upper surface of main con-
veyor belt 30), thereby sealing each product 56 from a
subsequent product 56. Upon entry into evacuation sta-
tion 1, therefore, tubular film 21 holds products 56 in pack-
ages 50’ such that the insides of packages 50’ are sep-
arated from one another by transversal seals but still con-
nected to one another by film material 21. At the same
time, each package 50’ has an open end in correspond-
ence of the unsealed edge 21’ extending along the length
of each package 50’. The packages 50’ being arranged
and transported through evacuation station 1 in this man-
ner, the unsealed edge 21’ can be easily fed into vacuum
chamber 10 in a continuous way, such that evacuation
of packages 50’ can be performed as described above
with respect to the first and second examples. Sealing
of edge 21’ is performed in the same manner as in the
first and second examples, for example using sealing
rolls 24.
[0047] After exiting evacuation station 1, packages 50’
have been evacuated and sealed along the previously
unsealed edge 21’, thereby being provided with a sealed
edge 21". Subsequently, packages 50’ can be separated
further downstream of evacuation station 1, for example
at a corresponding cutting station (not shown). In some
applications, it is desired to keep packages 50’ connected
to one another. In such applications, instead of separat-
ing the packages 50’ using a cutter, merely a perforation
is provided between two adjacent seals, so that products
50’ may be separated manually by ripping the film mate-
rial 21 along the perforation.
[0048] FIG. 7 shows a different view of the third exam-
ple shown in FIG. 5. Sealing bars 26 and 27 are typically
provided in a configuration that allows the formation of
two transversal seals in a single operating cycle, thereby

providing a first package with a trailing seal and a second
subsequent package with a leading seal. This is benefi-
cial if the packages are subsequently separated from one
another using a cutter or if they are provided with a per-
foration (see above). In some embodiments, sealing bars
26 and 27 also include a cutting means (or perforating
means), such that packages 50’ can be sealed and cut
(or perforated) within a single operating cycle of seal-
ing/cutting/perforating bars 26 and 27. In these embod-
iments, packages may enter evacuation station 1 pack-
age by package already separated and not in a continu-
ous tubular film where packages 50’ are separated fur-
ther downstream.
[0049] FIG. 8 shows an isometric front view of a fourth
example, which is an embodiment of an evacuation sta-
tion 1 of a packaging apparatus according to the present
invention. It is noted that the movement direction 40 of
packages 50 through evacuation station 1 in FIG. 8 is
from the upper right of the figure towards the lower left.
The evacuation chamber 1 according to the fourth exam-
ple also has a conveyor 30 configured to move package
50 along a main movement direction 40 towards, through,
and away from evacuation station 1. The evacuation sta-
tion has a vacuum chamber 10 including, merely as an
example, three sections, namely a first section 10-1, a
second section 10-2, and a third section 10-3. It is un-
derstood that vacuum chamber 10 can include any de-
sired number of sections based on the desired function-
ality thereof. In the embodiment shown in FIG. 8, vacuum
chamber 10 has a first section 10-1 defining an operating
section 200, a second section 10-2 defining an operating
section 200’, and a third section 10-3 defining an oper-
ating section 200". Further, evacuation station 1 has an
intake section 100 and an outlet section 300. Packages
50 are introduced into evacuation station 1 at the intake
section 100, where guide belts 70 and 72 contact the
neck of packages 50 in order to feed the neck into the
vacuum chamber 10.
[0050] Upper guide belt 70 and lower guide belt 72 are
guided along the vacuum chamber 10 in correspondence
of and along the opening 14 in respective grooves or
notches 70’ and 72’ (not shown in FIG. 8). Further, belts
70 and 72 are actuated substantially in sync with con-
veyor belt 30, such that packages 50 move along con-
veyor belt 30 at substantially the same speed as the
necks of the packages 50 are guided between the upper
belt 70 and the lower belt 72 along opening 14 - or vice
versa. It is understood that both conveyor 30 and belts
70 and 72 are provided with one or more actuators con-
nected to a control unit configured to control the one or
more actuators in order to a desired synchronous or sub-
stantially synchronous movement, or any movement re-
quired during operation of evacuation station 1. The
guide belts 70 and 72 may comprise one or more of the
following materials: polyvinylchloride (PVC), poly-
urethane (PU), polyethylene (PE), Teflon. In particular,
the guide belts 70 and 72 may be made from PVC, PU,
Teflon coated PU and PE fibrous web. It is noted that
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generally the material of the guide belts 70 and 72 is
selected to exhibit a comparably low coefficient of friction,
as compared, for example, to stretch belts 80 and 82
(see below). In order to optimize for wear and tear and/or
cost, the material of the guide belts 70 and 72 may be
further modified or selected.
[0051] Evacuation station 1 is configured to move
package 50 from the intake section 100 through each of
operating sections 200, 200’, and 200", and subsequent-
ly through outlet section 300 in a manner that allows for
the neck of packages 50 to be introduced into vacuum
chamber 10, and through each of sections 10-1, 10-2,
and 10-3. The sections 10-1, 10-2, and 10-3 are sepa-
rated by upper rollers 90 and lower rollers 92 (lower roll-
ers are not shown in FIG. 8). It is understood that lower
rollers 92 are substantially in contact with or nearly in
contact with upper rollers 90, thereby defining contact
sections opposite to one another and configured to con-
tact opposite sides of film 21 in the region of the neck of
each package 50 being moved through vacuum chamber
10. Further, rollers 90 and 92 provide a divider between
sections 10-1, 10-2, and 10-3, as well as towards the
outside at the respective ends of vacuum chamber 10
(see intake section 100 and outlet section 300).
[0052] Corresponding actuators are configured to ac-
tuate rollers 90 and 92 are substantially in sync with belts
70 and 72, as well as conveyor belt 30, such that pack-
ages 50 move along conveyor belt 30 at substantially the
same speed as the necks of the packages 50 are guided
between the upper and lower rollers 90 and 92, as well
as between the upper and lower belts 70 and 72 along
opening 14. It is understood that both conveyor 30, belts
70 and 72, and rollers 90 and 92 are provided with one
or more actuators connected to a control unit configured
to control the one or more actuators in order to a desired
synchronous or substantially synchronous movement, or
any movement required during operation of evacuation
station 1. In some embodiments, belts 70 and 72, and
rollers 90 and 92 are actuated by a single common drive
motor. In other embodiments, belts 70 and 72, and rollers
90 and 92 are driven by two or more actuators commonly
controlled by the control unit.
[0053] FIG. 8A shows a cross section view of a con-
veyor belt 30 in accordance with embodiments of the
invention. The cross section view is taken along a plane
that extends along the movement direction 40 and per-
pendicular to a surface plane of the conveyor belt 30.
The conveyor belt 30 includes a plurality of recesses 30r
and projections 30p, the projections extending along the
width of the conveyor belt 30 (i.e. perpendicular to the
movement direction 40). The ratio between the sizes of
the projections and the recesses is configured to reduce
the contact area between the packages 50 carried by the
conveyor 30 and the conveyor belt 30. In the embodiment
shown, the projections are provided in form of ridges or
bands extending perpendicularly to the movement direc-
tion 40. Reducing the contact area between the packages
50 and the conveyor belt 30 may significantly reduce fric-

tion between the packages 50 and the conveyor belt 30
in a direction parallel to a main development direction of
the projections 30p (i.e. substantially transversal to the
movement direction 40). This configuration allows the
packages 50 to move in the direction parallel to the main
development direction of the projections 30p with less
resistance than in the movement direction 40. On one
hand, the conveyor belt 30 is configured to offer suffi-
ciently high friction between the packages 50 and the
conveyor belt 30 along the movement direction 40 in or-
der to ensure reliable transportation of packages 50. On
the other hand the conveyor belt 30 is configured offer
sufficiently low friction between the packages 50 and the
conveyor belt 30 in a direction substantially transversal
to the movement direction 40 in order to allow the pack-
ages 50 to relatively move with respect to the evacuation
chamber 10 (e.g. to laterally move with respect to the
movement direction 40). This is beneficial since during
one or more of the process steps (e.g. flushing, evacu-
ation), an inner volume of the packages 50 may change
and, thus, require a package 50 to accommodate a shift
in position towards, or away from, the evacuation cham-
ber 10. In some embodiments, the movement means 30
may be provided with rollers allowing the packages to
move laterally with respect to the movement direction.
Such embodiments may provide little to no resistance to
lateral movements of the packages during the different
processing stages (e.g. flushing, evacuation).
[0054] Generally, the conveyor belt 30 includes from
about 20% to about 50% projections 30p and from about
80% to about 50% recesses 30r per surface unit. A ratio
of surface area covered by the recesses 30r to surface
area covered by the projections 30p ranges from about
1:1 to about 1:5. In a preferred embodiment of the con-
veyor belt 30 as shown in FIG. 8A, the conveyor belt 30
includes about 30% projections 30p and about 70% re-
cesses 30r per surface unit. It is noted that depending
on individual process properties and/or applications (e.g.
size and/or weight of packages 50, types of film 52, prop-
erties of the evacuation/flushing, etc.), different configu-
rations of projections 30p and recesses 30r may be pre-
ferred. In some embodiments, the projections may be
provided with a contact portion that has one or more of
the following properties: high wear resistance, a friction
coefficient that is higher along the length of the projec-
tions than perpendicular thereto, and easy to clean.
[0055] FIG. 9 shows an isometric back view of the
fourth example, which is an embodiment of an evacuation
station of a packaging apparatus according to the present
invention. FIG. 9 shows the drive system including drive
motor 95 and several transmission belts on the rear side
of evacuation station 1. In the fourth example , belts 70
and 72 as well as rollers 90 and 92 are driven by a single
common drive motor 95. Transmission belts or chains
are provided at the rear of evacuation 1 and are config-
ured to transfer mechanical power from the drive to re-
spective rollers or sprockets, which in turn actuate further
components, such as belts 70 and 72.
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[0056] Further, the rear of evacuation station 1 is pro-
vided with three separate fluid connectors 11-1, 11-2,
and 11-3, each of the fluid connectors being configured
to connect to a vacuum source. It is noted that in some
embodiments each fluid connector can be connected to
a separate vacuum source providing a specific vacuum
pressure different from one another. In other embodi-
ments, all fluid connectors can be connected to a single
vacuum source via a respective conduit, each conduit
optionally including a flow controller configured to supply
the fluid connector with a respective and/or predeter-
mined vacuum pressure. In this manner, the first section
10-1 of evacuation chamber 10 can be supplied with a
vacuum pressure different from that supplied to the sec-
ond and/or third sections of the vacuum chamber 10. It
is noted that some applications require a progressive
evacuation of the package 50, during which each pack-
age is evacuated in several stages, each stage providing
a package with a vacuum pressure higher than previous
stages. In other applications, one of the sections 10-1,
10-2, or 10-3 can be provided not with a vacuum pressure
but instead with a positive pressure and a suitable gas
(e.g. an inert gas such as CO2) in order to facilitate flush-
ing the package with the gas before evacuation or be-
tween evacuations.
[0057] FIGs. 10A, 10B, and 10C show detailed views
of an intake section of an evacuation station according
to the present invention. FIG. 10A shows the intake sec-
tion 100 without any cover in order to illustrate the me-
chanical structure of the components and the configura-
tion of the belts 70 and 72. FIG. 10A shows upper and
lower supports 101 configured to support rollers 90 and
92, respectively. Rollers are provided with upper and low-
er gears or sprockets 104 and 104’ configured to engage
belts 70 and 702, respectively. Further, the intake section
100 is provided with upper and lower deflection gears or
sprockets 103 and 103’ configured to provide, in combi-
nation with gears 104 and 104’, belts 70 and 72 with an
angular configuration suitable for gradually engaging the
neck of a package 50 being introduced into the intake
section 100 of evacuation station 1 in movement direction
40. As shown, gears 104 and 103 are spaced and posi-
tioned such that belt 70 is guided over upper deflection
gear 103 and upper gear 104 and extends in the region
of the intake section 100 generally along the movement
direction 40 and angularly downwards towards opening
14. Likewise, gears 104’ and 103’ are spaced and posi-
tioned such that belt 72 is guided over lower deflection
gear 103’ and lower gear 104’ and extends in the region
of the intake section 100 generally along the movement
direction 40 and angularly upwards towards opening 14.
Belts 70 and 72, thus, form a wedge-shaped configura-
tion along the intake section 100, in which the distance
between belts 70 and 72 decreases along the movement
direction 40, each belt being guided around deflection
gear 103 and 103’, respectively, and converging towards
one another in direction of opening 14.
[0058] Supports 101 and 101’ and/or rollers 90 and 92

are configured to maintain the contact surfaces of rollers
90 and 92 substantially in contact with one another, with-
out excessive pressure being created between the con-
tact surfaces. Preferably, the supports 101 and 101’
and/or rollers 90 and 92 are configured to keep the con-
tact surfaces in contact with one another with sufficient
contact force in order to provide the interface extending
between and along the contact surfaces (e.g. an elon-
gated area extending along the side walls of the substan-
tially cylindrically-shaped rollers 90 and 92 and substan-
tially parallel to the longitudinal axes thereof) with an air-
tight seal, while the contact force is minimized in order
to allow the film 21 of the neck of a package 50 to pass
between rollers 90 and 92.
[0059] Further, gears 104 and 104’ are configured to
bring belts 70 and 72 as close together as possible with-
out bringing respective contact surfaces of the belts 70
and 72 into direct contact with one another. Generally,
vacuum chamber 10 and respective gears 104 and 104’
arranged along the length of the vacuum chamber 10 are
configured to position adjacent longitudinally extending
portions of belts 70 and 72 substantially parallel to one
another. Preferably, the adjacent portions of belts 70 and
72 are spaced apart from one another at a distance of
0.8 mm or less, more preferably at a distance of 0.5 mm
or less, and most preferably at a distance of 0.3 mm or
less.
[0060] FIG. 10B shows the intake section 100 without
any cover and without supports 101 and 101’ in order to
illustrate the mechanical structure of further components
and the configuration of the belts 70 and 72. In FIG. 10B
the structure carrying the opening 14 has been removed
in order to show the substantially parallel configuration
of adjacent portions of belts 70 and 72. Between gears
104 and 104’ arranged in correspondence of the intake
section 100 of evacuation station 1 and gears 104 and
104’ arranged in correspondence of the outlet section
300 of evacuation station 1, adjacent portions of belts 70
and 72 extend substantially parallel to one another as
described above. In the embodiment shown, supports
101 and 101’ are spaced and positioned with respect to
one another so that the opening 14 is defined as a lon-
gitudinally extending slot and/or notch or groove.
[0061] Further, gears 104 and 104’ are shown as
sprockets or gears having teeth engaging a correspond-
ing profile present in belts 70 and 72, respectively. Gears
104 and 104’ may be configured to impart motion trans-
ferred to them from a drive motor (e.g. from drive motor
95, possibly via transfer belts or chains; see FIG. 9) onto
belts 70 and 72, respectively. To this aim, gears 104 and
104’ may exhibit a suitable cogging or teething corre-
sponding to a profile present in belts 70 and 72. In an
alternative, gears 104 and 104’ may exhibit a circumfer-
entially extending groove configured to frictionally en-
gage a v-belt shape of belts 70 and 72. It is understood
that other alternatives for imparting movement to belts
70 and 72 can be employed at any one of gears 70 and
72. Further, deflection rollers 103 and 103’ can addition-
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ally or alternatively be configured to impart movement to
belts 70 and 72 in a similar manner as described above
with respect to gears 104 and 104’.
[0062] FIG. 10C shows the intake section 100 with cov-
ers 102 and 102’ as well as supports 101 and 101’ being
in place over belts 70 and 72. Covers 102 and 102’ ensure
that the majority of moving parts in intake section 100
are covered in order to provide for operational safety. As
can be seen from FIG. 10C, covers 102 and 102’ are
shaped to conform to the wedge-shaped configuration
of belts 70 and 72 in intake section 100, such that belts
70 and 72 can engage the film 21 of the necks of pack-
ages 50 being introduced into evacuation station 1 in
order to guide the film material into ant through vacuum
chamber 10.
[0063] FIG. 10D shows an isometric front view of an
intake section 100 of an evacuation station according to
the present invention. In addition to the structure de-
scribed above, the intake section 100 can include a
means for generating wrinkles, for example in the form
of a set of shaped wheels 25 and 25’ as shown in FIG.
10D. The basic principle of any means for generating
wrinkles is that a package 50 having a perfectly flat bag
neck may create difficulties for the different process stag-
es, for example flushing, evacuation. In this respect, it
can be beneficial to provide the bag neck of each package
50 with a controlled set (e.g. with respect to size, shape,
number, etc.) of wrinkles in order to provide the bag neck
of each package with channels along the wrinkles, which
facilitate flushing and/or evacuation. As shown in FIG.
10D, this can be achieved by providing the intake section
with a set of shaped wheels 25 and 25’ that are positioned
at the intake section and proximal to the vacuum chamber
10. An upper wheel 25 is arranged engaging an opposite
a lower wheel 25’ such that the plastic film of a bag neck
of a package 50 being introduced into the vacuum cham-
ber 10 is made to conform to the individual shape of the
wheels 25 and 25’. In this manner, the film of the bag
neck assumes an undulating configuration as it is intro-
duced into the opening 14 and between belts 70 and 72.
Due to the film of the bag neck being held between belts
70 and 72, the undulating configuration is compressed
without a substantial extension and, thus, flattening of
the film material, thereby resulting in a number of wrinkles
being present at the bag neck as long as it is held between
belts 70 and 72, that is during the following processing
stages (e.g. flushing, evacuation). The individual prop-
erties of the wrinkles can be controlled based on the
shape (and corresponding counter shape) of the shaped
wheels 25 and 25’.
[0064] FIG. 10E shows a detailed isometric front view
of an intake section 100 of an evacuation station accord-
ing to the present invention. What is shown on the left
side of FIG. 10E is a detailed view of the intake section
100 shown in FIG. 10D where the engagement between
the shaped wheels 25 and 25’ and the arrangement
thereof is shown in more detail. The wheels 25 and 25’
shown on the left are arranged at a downstream end of

the intake section 100 in terms of the movement direction
40 such that the wrinkle generation is performed while
the bag neck of a package 50 being processed has not
yet been introduced into the opening 14. Further, the
wheels 25 and 25’ are positioned proximate to the vac-
uum chamber 10 such that the bag neck of a package
50 being processed has not enough time to straighten
and/or flatten again while the package 50 is being con-
veyed by the means for moving 30. The shaped wheels
25 and 25’ may be synchronized with the movement of
belts 70 and 72 such that a controlled handover of the
bag neck of a package 50 into the opening 14 and, thus,
to belts 70 and 72 is facilitated. In some embodiments,
the wheels 25 and 25’ are coupled to the drive system
driving belts 70 and 72 by corresponding sprockets or
cogs (not shown).
[0065] The wheels 25 and 25’ shown on the right side
of FIG. 10E illustrate an alternative example for the indi-
vidual shape of the wheels 25 and 25’. Depending on a
number of parameters (e.g. including film thickness, film
composition, size of packages, weight of products proc-
essed, etc.), the individual shape of wheels 25 and 25’
may be selected in order to achieve the desired gener-
ation of wrinkles. For example, thinner film material
and/or packaging of smaller or lighter products may re-
quire shaped wheels 25 and 25 ’ having a rather moder-
ate undulating shape (e.g. as shown on the left of FIG.
10E and in FIG. 10D). In other applications involving, for
example, thicker film material and/or packaging of larger
or heavier products may require shaped wheels 25 and
25 ’ having a more pronounced or coarse undulating
shape (e.g. as shown on the right of FIG. 10E). It is noted
that the individual shape of shaped wheels 25 and 25’
may be selected based on the individual packaging ap-
plication and, thus, may vary with respect to the examples
shown in FIGs. 10D to 10F. It is further noted that the
individual placement of wheels 25 and 25’ is largely in-
dependent from the individual shape of wheels 25 and
25’ such that the generation of wrinkles is substantially
effected immediately prior to the bag neck of a package
50 being introduced into the opening 14 and between
belts 70 and 72.
[0066] FIG. 10F shows an isometric front view of an
alternative embodiment of an intake section 100 of an
evacuation station according to the present invention. In
this example, the means for generating wrinkles includes
two power wheels 25 and 25’, which in the illustrated
embodiment are operated at a slightly increased speed
with respect to the speed of belts 70 and 72. The differ-
ence in speed between the wheels and the belts leads
to the film material of the bag neck of a package 50 being
pushed towards the opening 14 and between belts 70
and 72 at a higher speed than the wrinkled bag neck is
transported further downstream. In this manner, the film
material is provided with an undulating configuration just
prior to being gripped by belts 70 and 72. In this embod-
iment, the speed of the power wheels 25 and 25’ can be
individually adjusted in order to achieve the desired gen-
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eration of wrinkles. In general, a higher difference in
speed between the wheels 25 and 25’ and the belts 70
and 72 will result in a larger number of wrinkles and/or
in larger wrinkles. As noted above, further properties of
the packaging application (e.g. including film type and
thickness, package size and weight, etc.) can be taken
into account in order to achieve a desired result.
[0067] FIGs. 11A and 11B show cross sections of up-
per and lower belts as employed in the fourth example
of an evacuation station according to the present inven-
tion. The cross sections in FIGs. 11A and 11B are taken
along the dashed line XI-XI as shown in FIG. 10A. FIG.
11A is based on a cross section plane oriented substan-
tially parallel to the longitudinal extension of adjacent por-
tions of belts 70 and 72, i.e. substantially parallel to the
movement direction 40. FIG. 11B is based on a cross
section plane oriented substantially perpendicular to the
longitudinal extension of adjacent portions of belts 70
and 72, i.e. substantially perpendicular to the movement
direction 40.
[0068] FIG. 11A shows a longitudinal cross section of
belts 70 and 72, where belt 70 has an outer surface 70o
and an inner surface 70i; the terms "outer" and "inner"
referring to a relative position with respect to a circular
path of a respective belt around gears and/or sprockets.
As shown on the upper side of belt 70 in FIG. 11A, the
inner surface 70i is contoured and has a shape config-
ured to engage corresponding gears and/or sprockets,
for example gear 104. The inner surface 70i of the belt
70 is configured to allow for the belt 70 to be driven by a
corresponding drive motor via corresponding gears (e.g.
including drive 95 and gear 104). As shown on the lower
side of the belt 70 in FIG. 11A, the outer surface 70o is
contoured such as to define recesses 73 and/or projec-
tions forming channels. The recesses or channels 73 are
preferably laterally extending channels running substan-
tially perpendicular to the longitudinal extension of the
belt 70, and, thus, putting the inside of vacuum chamber
10 in fluid communication with an outside atmosphere.
In one example , the outer surface 70o includes recesses
having a depth of about 1 mm and a length of 5 mm, with
a distance of 10 mm between successive recesses.
[0069] As shown in FIG. 11A, the belt 72 has an outer
surface 72o and an inner surface 72i. The inner surface
72i shown on the lower side of the belt 72 in FIG. 11A
has a contour corresponding to that described above with
respect to the inner surface 70i of the belt 70. The inner
surface 72i is contoured and has a shape configured to
engage corresponding gears and/or sprockets, for ex-
ample gear 104’. The inner surface 72i of the belt 72 is
configured to allow for the belt 72 to be driven by a cor-
responding drive via corresponding gears (e.g. including
drive 95 and gear 104’). As shown on the upper side of
the belt 72 in FIG. 11A, the outer surface 72o is substan-
tially flat, without any recesses or projections. The em-
bodiment shown in FIG. 11A, thus, illustrates an embod-
iment in which outer surface 70o of the belt 70 is provided
with recesses and the outer surface 72o of the belt 72 is

substantially flat. It is, however, noted that alternatively,
in a second embodiment not shown in FIGs. 11A and
11B, the outer surface 72o of the belt 72 can be contoured
and the outer surface 70o of the belt 70 can be substan-
tially flat. Further, belts 70 and 72 can both have the same
outer surfaces, for example both flat (not shown in FIGs.
11A and 11B) or both contoured (not shown in FIGs. 11A
and 11B), and, if both outer surfaces 70o and 72o are
contoured, the outer surfaces 70o and 72o can have the
same or different contours.
[0070] In order to facilitate and/or to promote the for-
mation of wrinkles during introduction of necks of pack-
ages 50 into evacuation station 1 it has proven beneficial
to provide the outer surface 70o of the belt 70 with a
contoured shape as described above (preferably with re-
cesses having a depth of about 1mm and a length of
5mm, with a distance of 10mm between successive re-
cesses), while the outer surface 72o of the belt 72 is
provided with a substantially flat contour. This configu-
ration provides channels 73 as shown in FIG. 11A having
substantially the size of the recesses formed in outer sur-
face 70o. This configuration in particular facilitates and/or
promotes that opposing layers of film material 21 (i.e. at
the neck of packages 50) being introduced into the region
between the belts 70 and 72 are not evenly aligned or
pushed against one another, thereby creating a contact
region between opposing layers of film 21 largely or sub-
stantially sealing the package, but are instead gently held
in a manner allowing for the opposing layers of film 21
to separate from one another at least in the region of the
channels 73. These regions where opposing layers of
film 21 are allowed to become separated are important
for an efficient and/or effective evacuation of the pack-
ages 50 due to the regions allowing for the air or gas
present within the packages to exit the package. The
above-described combination of a contoured outer sur-
face 70o and a flat outer surface 72o enables wrinkles
in film 21 to be created in correspondence of the channels
73. It is noted that the formation of wrinkles can be further
supported or facilitated by providing the packages 50 with
corresponding film material 21. Thinner or more rigid film
material may promote the formation of wrinkles. Addi-
tionally or alternatively, the film material 21 can be pro-
vided with a structure or texture (e.g. grooves, meshes,
recesses, projections, variation in thickness or rigidity) in
order to support or facilitate the formation of wrinkles. In
some embodiments, the film material is provided with
predetermined folding structures (see above) at which
the film material 21 can initiate the formation of wrinkles.
The structure or texture can be provided on the inside
and/or on the outside of the film material 21.
[0071] As shown in FIG. 11B, support 101 includes a
groove or notch 1010 configured to accommodate and/or
guide the belt 70 in correspondence of the opening 14
along the length of the vacuum chamber 10. Likewise,
support 101’ includes a groove or notch 1010’ configured
to accommodate and/or guide the belt 72 in correspond-
ence of the opening 14 along the length of the vacuum

23 24 



EP 3 594 137 B1

14

5

10

15

20

25

30

35

40

45

50

55

chamber 10. It is noted that both grooves 1010 and 1010’
are sized and shaped to correspond to the upper portion
of the cross section of the belts 70 and 72, respectively
in order to provide lateral guidance and substantially
sealing (e.g. air-tight) contact along the respective
groove while minimizing friction and allowing for some
limited vertical and/or lateral movement of the belts 70
and 72.
[0072] Limited vertical movement of the belts 70 and
72 can be beneficial in accommodating films 21 of differ-
ent thicknesses without exerting excess pressure (e.g.
substantially no pressure) upon layers of film 21 (not
shown in FIG. 11B) being fed through evacuation station
1. Limited lateral movement of the belts 70 and 72 can
be beneficial in accommodating movement of layers of
film 21 (not shown in FIG. 11B) during introduction into
the vacuum chamber 10 and during evacuation and/or
flushing. Limited vertical and/or lateral movement can
further be beneficial with respect to reducing friction of
the belts 70 and 72 created during relative movement
with respect to grooves 1010 and 1010’, respectively. It
is noted that during evacuation of packages 50 in evac-
uation station 1, the packages 50 and the film material
tends to move towards the vacuum chamber 10, due to
the evacuation being performed and/or due to the pres-
sure differential between the pressure inside of the vac-
uum chamber 10 and the ambient pressure. Therefore,
the belts 70 and 72 have to be configured to accommo-
date limited movement of the film 21 between the adja-
cent portions of the belts 70 and 72.
[0073] Channels 74 provided in supports 101 and 101’
can be employed in order to adjust a pressure exerted
between adjacent portions of the belts 70 and 72. As
described above, generally the adjacent portions of the
belts 70 and 72 should exert little or no pressure on layers
of film 21 positioned between the belts 70 and 72. How-
ever, in some applications and/or some stages of evac-
uation, it can be beneficial to enhance the sealing contact
between the adjacent portions of the belts 70 and 72, for
example during flushing, in order to minimize loss of inert
gas. In order to enhance the sealing contact, pressurized
air can be introduced through channels 74, thereby forc-
ing the adjacent portions of the belts 70 and 72 against
one another, depending upon the pressure of the air pro-
vided. As each channel 74 has a rather local effect on a
respective section of one of the belts 70 and 72 (e.g.
being effective along a section of 5 to 10 cm), the indi-
vidual pressure and/or duration can be set and/or mod-
ulated as desired.
[0074] FIG. 12A shows the inside of a flusher chamber
that can be employed with an evacuation station accord-
ing to the present invention. In FIG. 12A, any covers
and/or supports have not been illustrated in order to show
the components inside and the structure of the flusher
chamber 10-xf. The flusher chamber 10-xf can be em-
ployed generally in any of the operating sections 200,
200’ and 200". However, typically the flusher chamber is
used in the second operating section 200’ after an initial

evacuation stage (e.g. at operating section 200; see
FIGs. 8 and 9) and before a final evacuation stage (e.g.
operating section 200"). Providing a package 50 to be
evacuated with an initial vacuum in a first operating sec-
tion 200, and then flushing the package 50 with an inert
gas (e.g. CO2) in a second operating section 200’ before
providing the package 50 with a final vacuum in a third
operating section 200" can efficiently and effectively re-
duce the oxygen content within the package to a very
low level, preferably a level below about 1%, more pref-
erably to a level below 0.5%. In order to open the bag
necks of packages 50 being moved along the flusher
chamber 10-xf, or in order to keep such bag necks open,
several means can be applied, including, but not limited
to, air blades, static loading, pressure difference, and/or
combinations thereof. This also applies to the embodi-
ment shown in FIGs. 1 to 3 and to the embodiment shown
in FIGs. 6 to 7.
[0075] The flusher chamber 10-xf includes one or more
nozzles 120 configured to provide the flusher chamber
10-xf with an inert gas from a corresponding source (not
shown). The flusher chamber 10-xf can further include a
fluid connector 11-x configured to connect to a suitable
conduit and/or further components (e.g. a vacuum
source, a pump) in order to facilitate selective aspiration
of gas or air from the flusher chamber 10-xf, for example
when venting superfluous gas from the flusher or when
providing a controlled outflow of gas from flusher cham-
ber 10-xf. Nozzles 120 can be fixedly integrated into the
flusher chamber 10-xf or the nozzles 120 can be movable
towards and away from the opening 14 (i.e. laterally with
respect to movement direction 40) in order to improve
the efficiency and/or effectiveness of the flushing step.
In embodiments having movable nozzles 120, corre-
sponding actuators (not shown) can move the nozzles
120 closer to the opening 14 and, preferably, into the
open end 55 of a package 50 in order to introduce inert
gas directly into the package 50 (as opposed to supplying
the inert gas first to the flusher chamber 10-xf and sub-
sequently transferring the inert gas into the package 50
by overpressure in the flusher chamber 10-xf and/or as-
piration exerted from an expanding package 50, expand-
ing outside the flusher chamber 10-xf.
[0076] It is noted that the flusher chamber 10-xf may
be provided with an internal pressure substantially cor-
responding to ambient pressure, in which case a previ-
ously (partly) evacuated package 50 can aspirate inert
gas from the flusher chamber 10-xf by the film material
relaxing from it (partially) evacuated configuration due to
the lack of a significant pressure differential between the
flusher chamber 10-xf and the ambient pressure). To this
aim, the flusher chamber 10-xf can be provided with ad-
ditional sensors (not shown) configured to detect the
open end of a package 50 and to provide a signal based
on the detection to the control unit, the control unit being
configured to control the actuator(s) of the nozzle(s)
based on the signal provided by the sensor(s). The Roll-
ers 90 and 92 are provided at either side of the flusher
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chamber 10-xf in order to substantially seal the flusher
chamber 10-xf from adjacent chambers (e.g. chambers
10-1 and 10-3; see FIG. 8).
[0077] FIG. 12B shows an evacuation chamber that
can be employed with an evacuation station according
to the present invention, the evacuation chamber having
multiple compartments separated by dividers. The evac-
uation chamber 10-xv can be employed at any one or
more of operating sections 200, 200’, and 200. In the
example shown in FIG. 12B, evacuation chamber 10-xv
is employed at operating section 200, i.e. as a first evac-
uation stage in a multi-chamber evacuation station 1. Flu-
id connector 11-x is configured to connect to a suitable
vacuum source (not shown) configured to provide evac-
uation chamber 10-xv with a desired vacuum pressure.
[0078] Evacuation chamber 10-xv further includes
sub-chambers 10-xv-1, 10-xv-2, and 10-xv-3 separated
by dividers 96. Dividers 96 are configured to facilitate a
controlled fluid flow between the different sides of the
divider, offering a desired resistance to the fluid flow such
that a pressure differential between two adjacent sub-
chambers can be created and maintained while the evac-
uation chamber 10-xv is provided with only a single fluid
connector 11-x providing the evacuation chamber 10-xv
with a general vacuum pressure. Further, the dividers 96
are configured to allow film 21 at the neck of packages
50 being moved through the evacuation chamber 10-xv
to pass through the dividers without excessive friction or
wear and tear on the materials involved (e.g. curtains of
divider 96 or film 21). This configuration of the evacuation
chamber 10-xv allows for a single evacuation chamber
to provide different pressure differentials. In one embod-
iment, the pressure in the first sub-chamber 10-xv-1 is
between 800 and 900 mbar, the pressure in the second
sub-chamber 10-xv-2 is between 700 and 800 mbar, and
the pressure in the third sub-chamber 10-xv-3 is between
600 and 700 mbar, thereby providing an increasing pres-
sure differential. Such an increasing pressure differential
can be beneficial when evacuating packages 50 contain-
ing a product 56 or products 56 easily affected by vacu-
umization (e.g. loose material or bulk goods that could
interfere with evacuation), because of the gradual in-
crease in vacuum pressure. It is noted that other intervals
of increasing pressure differentials can be chosen, which
have a substantially similar effect.
[0079] FIG. 12C shows an isometric back view of the
inside of a flusher chamber 10-xf’ that can be employed
with an evacuation station according to the present in-
vention. In this embodiment, a set of flusher assemblies
122 is employed in flushing packages 50. Flusher as-
sembly 122 are arranged in sequence along the length
of the flusher chamber 10-xf’ of the evacuation station.
In this example, a total of three flusher assemblies 122
is employed. However, in other embodiments a different
number of flusher assemblies 122 (e.g. 1, 2, or more than
3) may be employed.
[0080] FIG. 12D shows a detailed isometric back view
of the flusher chamber of FIG. 12D of an evacuation sta-

tion according to the present invention. FIG. 12D shows
a set of flusher assemblies 122 that are rotatably ar-
ranged within the flusher chamber 10-xf’. Each flusher
assembly 122 includes a set of gas flush nozzles 1224
(here shown in form of needles) which are mounted on
a rotatable nozzle head 1222, which is rotatably engaged
to a flusher support 1220. As detailed further below, the
flusher supports 1220 are provided with a flow of gas to
be used in flushing packages 50. The gas is introduced
into the flusher supports 1220 from below and further
distributed to the rotatable nozzle head 1222 where it is
further introduced into selected gas flush nozzles 1224.
The gas flush nozzles 1224 are provided in the form of
needles configured to engage or otherwise synchronize
with channels 73 between belts 70 and 72 such that the
tips of the nozzles 1224 enter the channels 73 while the
channels 73 move along the opening 14 and along the
flusher chamber 10-xf’ in the movement direction 40. This
arrangement enables the nozzles to enter the bag neck
of a package 50 as much as possible when releasing the
gas used for flushing the package 50. In general, the
deeper the nozzles 1224 can enter the bag neck of a
package 50, the more efficient the flushing of the pack-
ages 50 can be effected.
[0081] FIG. 12E shows a cross section view of the
flusher chamber of FIG. 12C of an evacuation station
according to the present invention. As can be seen from
FIG. 12E, the needles 1224 enter the channels 73 to an
extend sufficient to efficiently release the gas used for
flushing the packages 50 well within the bag neck (not
shown) of packages 50. The nozzles 1224 (e.g. needles)
are numbered and spaced in a manner corresponding to
a spacing of the channels provided between belts 70 and
72. In some embodiments, the nozzle heads 1222 are
driven and controlled by a dedicated drive mechanism in
order to synchronously move with respect to the channels
73 between belts 70 and 72. In other examples, the noz-
zle heads 1222 are simply rotatable and are driven by
the movement of belts 70 and 72 engaging the individual
nozzles 1224 (e.g. needles).
[0082] FIG. 12F shows isometric views of a flusher
support 1220 of a flusher assembly 122 as shown in FIGs.
12D-12E that can be employed with an evacuation sta-
tion according to the present invention. FIG. 12F shows
a transparent view (a) of a flusher support 1220, and two
isometric views (b) and (c) of a flusher support 1220,
illustrating the configuration and arrangement of an in-
ternal channel 1220c and corresponding inlet 1220i and
1220o thereof. The gas used in flushing packages 50 is
supplied to the inlets 1220i of each flusher support and
distribute towards the flusher head 1222 by means of the
channel 1220i. The outlet 1220o has an elongated shape
extending along a direction of rotation of the respective
nozzle head 1222 and is oriented such that only the noz-
zles 1224 (e.g. needles as shown in FIGs. 12D-12E)
which are engaged and moving with channels 73 of belts
70 and 72 are supplied with the gas used in flushing the
packages 50. In this manner, the gas is used efficiently
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and flushing of the packages 50 is only performed when
the respective nozzles 1224 are introduced into and mov-
ing with the bag neck of packages 50.
[0083] FIG. 13 shows a cross section of a divider as
shown in FIG. 12B. The cross section in FIG. 13 is taken
along the dashed line XIII-XIII as shown in FIG. 12B. FIG.
13 is based on a cross section plane oriented substan-
tially parallel to the movement direction 40 and vertical
to evacuation chamber 10-xv (see FIG. 12B). A divider
96 as employed in evacuation chamber 10-xv includes
supports 97 and 97’ and curtains 98 and 98’. The carriers
97 and 97’ are configured to support curtains 98 and 98’,
respectively, in a configuration that allows for film 21 of
a neck of a package 50 to pass through between curtains
98 and 98’ while adjacent volumes of air or gas are sub-
stantially isolated from one another. As can be seen from
FIG. 13, curtains 98 and 98’ can be deformed in order to
facilitate passing through of film 21 while engaging one
another in order to provide a substantially airtight contact.
The curtains include a non-rigid material in order to allow
for flexibly accommodating the film 21 going through
while returning, after any deformation or movement, into
the configuration shown in FIG. 13. The curtains 98 and
98’ can be made from, for example, fiber reinforced pol-
yester conveyor belt material, flexible plastic (PA, POM),
or metal (inox steel, 12R11) coated by rubber.
[0084] FIG. 14 shows an isometric view of an outlet
section of an evacuation station according to the present
invention. The outlet section 300 includes rollers 90 and
92 configured to define a substantially sealed terminal
portion of the vacuum chamber 10. Further, two gears
108 and 108’ (not shown in FIG. 14, because the gears
are covered by gears 106 and 106’) correspond to gears
104 and 104’ and act as deflection gears for the belts 70
and 72. Gears 106 and 106’ and deflection gears 107
and 107’ guide stretch belts 80 and 82 in a plane parallel
and adjacent to a guidance plane of the belts 70 and 72.
The stretch belts 80 and 82 are configured to receive film
21 at the neck of packages 50 exiting the vacuum cham-
ber 10 and to stretch the film material in order to sub-
stantially reduce or eliminate any wrinkles present in the
film material before sealing. This can be achieved by op-
erating the stretch belts 80 and 82 at a speed higher than
the operating speed of the belts 70 and 72, for example
by providing the stretch belts 80 and 82 with a separate
drive motor or by providing a suitable transmission as a
mechanical coupling between the common drive motor
95 and the gears/sprockets driving the stretch belts 80
and 82. The stretch belts 80 and 82 are preferably oper-
ated at an operating speed of about 2% to 30% higher
than the relative speed between the package 50 and the
vacuum chamber 10, the operating speed more prefer-
ably being about 3% to 12% higher than the relative
speed between the package 50 and the vacuum chamber
10. In some embodiments, the operating speed of the
stretch belts 80 and 82 is about 4% to 8% higher than
the relative speed between the package 50 and the vac-
uum chamber 10, in order to ensure that wrinkles gen-

erated in the bag neck at an upstream end of the vacuum
chamber 10 are effectively reduced or eliminated before
sealing.
[0085] The sealing rollers 24 are configured to provide
the neck of each package 50 exiting the vacuum chamber
10 with a seal. Sealing is performed in a continuous man-
ner as packages 50 exit evacuation station 1. Pushers
105 and 105’ are configured to act upon the stretch belts
80 and 82 ensure that in the final stage before sealing
substantially no or very little air or gas can enter the evac-
uated packages 50. Pushers 105 and 105’ can be me-
chanical pushers (e.g. based on one or more springs
pushing a contact element on the belts 80 and 82) or
based on a pneumatic system as described above with
respect to channels 74. In some embodiments, sealing
means (e.g. sealing rollers 24) may be arranged differ-
ently, such that sealing may be performed while packag-
es 50 are still being evacuated. In such embodiments the
sealing means may be arranged at the end of, or within,
the evacuation station 300. Such an arrangement of the
sealing means may entail the advantage that evacuation
is optimized and air/gas is prevented from entering the
packages 50 after evacuation has been concluded, but
before sealing has been performed.
[0086] The belts 80 and 82 preferably have substan-
tially flat outer surfaces configured to contact film 21 at
the neck of packages 50 in order to stretch the film ma-
terial and in order to substantially reduce or eliminate any
wrinkles present in the film material before sealing. This
can be achieved by substantially flat outer surfaces and
a higher operating speed of the belts 80 and 82 with re-
spect to an operating speed of the belts 70 and 72. The
outlet section 300 can further include knives or blades
(not shown in FIG. 14) configured to cut excess material
from the sealed end of packages 50. The stretch belts
80 and 82 are further configured to expel packages 50
from evacuation station 1 so that a continuous processing
and delivery of packages 50 is ensured.
[0087] FIG. 14A shows an isometric front view of an
outlet section 300 in accordance with embodiments of
the present invention, the outlet section 300 being pro-
vided with a separate exit belt 30c. In order to prevent or
minimize the mechanical stress exerted on the sealing
and/or the film material during the stretching, the exit belt
30c may be operated at a higher operating speed, pref-
erably synchronous with the operating speed of the
stretch belts 80 and 82. In this manner, the stretching of
the bag neck of packages 50 before, during, and after
sealing is met with the package 50 being conveyed at a
substantially synchronized speed with respect to the
stretch belts 80 and 82.
[0088] FIG. 15 shows a cross section of the outlet sec-
tion shown in FIG. 14, illustrating the configuration of up-
per and lower belts overlapping in the outlet section. The
cross section in FIG. 15 is taken along the dashed line
XV-XV as shown in FIG. 14. FIG. 15 is based on a cross
section plane oriented substantially perpendicular to the
movement direction 40 and vertical to vacuum chamber

29 30 



EP 3 594 137 B1

17

5

10

15

20

25

30

35

40

45

50

55

10 (see FIG. 14). FIG. 15 illustrates an area of overlap
between the belts 70/72 and the belts 80/82, which over-
lap at least in an operating region of gears 108/108’ and
gears 106/106’, which share a common rotation axis (i.e.
gears 108 and 106 share a common rotation axis and
gears 108’ and 106’ share a common rotation axis). This
configuration of belts and gears ensures that film material
at the neck of packages 50 smoothly transitions from
operating section 200" towards and through operating
section 300 (see FIGs. 1 and 2), due to the overlap be-
tween the belts. The stretch belts 80 and 82 are config-
ured to substantially prevent any air or gas from entering
the evacuated packages 50 and sealing rollers 24 (not
shown in FIG. 15) provide the packages 50 with a seal
while the belts 80 and 82 act upon the film 21 at the neck
of packages 50.
[0089] FIG. 15A shows a cross section view of a stretch
belt 80, 82 in accordance with embodiments of the
present invention. The stretch belts 80 and 82 may have
a substantially flat configuration as described above, in
which substantially flat contact surfaces of both belts 80
and 82 contact each other and engage film material be-
tween the belts. This may require the belts 80 and 82 to
be pressed against one another using corresponding
means, for example pressurized air applied to the belts
from a direction opposite the contact surfaces. In other
examples, pushers 105 and 105’ may be employed to
mechanically push belts 80 and 82 towards one another
in order to achieve the necessary pressure for sufficiently
holding the film material of packages 50 during stretch-
ing. In the embodiment shown in FIG. 15A, contoured
belts 80 and 82 are employed in order to provide the belts
80 and 82 with additional grip, thereby reducing or elim-
inating the pressure needed for substantially flat belts 80
and 82 as described above. In this embodiment the belts
80 and 82 are provided with a longitudinal contour in
which a projection of one belt (e.g. belt 82 as shown)
engages a recess in the other belt (e.g. belt 80 as shown)
so that film material introduced between the two belts 80
and 82 is held based on the film material being forced to
conform to the shapes of the belts 80 and 82. In this
manner, the requirement of having a vertical pressure
exerted upon the belts is shifted to the belt material en-
gaging and, thus, exerting a lateral force upon the film
material. This can entail advantages during the stretching
of film material of packages when undergoing sealing at
the sealing station 300.
[0090] FIG. 16 shows a cross section of a flusher cham-
ber as shown in FIG. 12A. The cross section in FIG. 16
is taken along the dashed line XVI-XVI as shown in FIG.
12A. FIG. 16 is based on a cross section plane oriented
substantially perpendicular to the movement direction 40
and vertical to vacuum chamber 10 (see FIG. 12A). Upper
and lower walls 10-xfp may be provided as shown in FIG.
16, delimiting the flusher chamber 10-xf vertically. In
some embodiments, the upper and lower walls 10-xfp
may be located closer to the nozzles 120 in order to re-
duce or minimize the volume of the flusher chamber 10-

xf and/or in order to guide the bag neck (not shown) of a
package 50 and position it close to the nozzles 120. Ar-
ranging the upper and lower walls 10-xfp proximal to the
nozzles may entail improved efficiency and/or effective-
ness in flushing the packages 50 with the inert gas.
[0091] FIG. 16 further illustrates the configuration of
the channels 74 which are provided in supports 101 and
101’. The channels 74 are configured to pneumatically
adjust a pressure exerted between adjacent portions of
the belts 70 and 72. It is noted that in alternative embod-
iments, a mechanical adjustment can be implemented
(e.g. electrically using actuators or mechanically using
springs or elastic elements). In the preferred embodiment
shown in FIG. 16, the adjustment is performed pneumat-
ically using pressurized air.
[0092] Generally, the adjacent portions of the belts 70
and 72 should exert little or no pressure on layers of film
21 positioned between the belts 70 and 72. However, in
some applications and/or some stages of evacuation, it
can be beneficial to enhance the sealing contact between
the adjacent portions of the belts 70 and 72, for example
during flushing, in order to minimize loss of inert gas. In
order to enhance the sealing contact, pressurized air can
be introduced through channels 74, thereby forcing the
adjacent portions of the belts 70 and 72 against one an-
other, depending upon the pressure of the air provided.
As each channel 74 has a rather local effect on a respec-
tive section of one of the belts 70 and 72 (e.g. being
effective along a section of 5 to 10 cm), the individual
pressure and/or duration can be set and/or modulated
as desired.
[0093] A control unit (see above) can be configured to
control a source of pressurized air and corresponding
valves in fluid communication with channels 74 to provide
a predetermined pressurized air flow such that a desired
pressure is exerted upon the adjacent portions of the
belts 70 and 72. Different channels 74 (e.g. each extend-
ing vertically and perpendicular to the movement direc-
tion 40, arranged in series along the length of vacuum
chamber 10 in support 101 and/or support 101’) can be
supplied with the same or different pressure in order to
adjust and/or modulate the pressure exerted upon adja-
cent portions of the belts 70 and/or 72.
[0094] FIG. 16A shows a cross section of an alternative
embodiment of a flusher chamber 10-xf including one or
more integrated nozzles 120i. Integrated nozzles 120i
are similar in function to nozzles 120 as discussed above
with respect to FIGs. 12A and 16, but are integrally
formed with a back wall of the flusher chamber 10-xf lo-
cated opposite the belts 70 and 72, as well as opening
14. Integrated nozzles 120i may include one or more sup-
ply channels 120i-14 respectively feeding nozzle cham-
bers 120i-12 and one or more outlets 120i-10. The nozzle
chambers 120i-12 and outlets 120i-10 are configured to
create a well-focused flow of gas directed towards the
opening 14 (not shown), along which the opened bag
neck of a package 50 is guided during flushing.
[0095] The outlets 120i-10 may be provided in form of
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a plurality of discrete openings arranged along an elon-
gated integrated nozzle 120i extending substantially par-
allel to the opening 14. Each of the plurality of openings
is spaced apart from adjacent openings in a manner al-
lowing for a flow of gas being provided along substantially
the length of the corresponding elongated integrated noz-
zle 120i. In other embodiments, a single outlet 120i-10
is provided in form of an elongated opening extending
along an elongated integrated nozzle 120i, which in turn
extends substantially parallel to the opening 14. The
elongated opening allows for a flow of gas being provided
along substantially the length of the corresponding elon-
gated integrated nozzle 120i. A flusher chamber 10-xf
may be provided with one or more (elongated) integrated
nozzles 120i of either type (e.g. including a plurality of
discrete opening or a single elongated opening) in order
to provide a flow of gas along substantially the entire
length of the flusher chamber 10-xf.
[0096] As discussed above with respect to FIG. 16, the
upper and lower walls 10-xfp may be provided in close
proximity to the integrated nozzles 120i in order to reduce
or minimize the volume of the flusher chamber 10-xf
and/or in order to guide the bag neck of a package 50
being processed.
[0097] The packaging can comprise a multi-layer film
21. The film 21 can comprise PET, PA, or polyolefin (PP,
PE). The film 21 can be a fully coextruded shrinkable film
21. The package provides a barrier to gas passing be-
tween the interior of the package to the exterior of the
package. Accordingly, the environment inside the pack-
age is isolated from the environment outside the pack-
age. This helps to preserve food products 56 and to avoid
contamination. This can be advantageous with respect
to food hygiene. The package 50 can provide a barrier
to aromas or to gasses. This can be particularly useful
when the product 56 is a food product. The package can
be abuse-resistant.
[0098] The packaging can be transparent or translu-
cent. This allows a customer to see the product 56
through the packaging. For example, the packaging may
comprise a transparent film 21. The packaging film can
have anti-fog properties. This ensures high consumer
appeal. The packaging film can be printable. This allows
labels to be printed directly onto the packaging.
[0099] The packaging may be formed from a roll of film
21. The tubular film 21 can be made by forming a tube
from the roll of film 21. The packaging apparatus can
comprise a forming station configured to form the roll of
film 21 into a tube. The forming station can form the tube
by forming a longitudinal seal along the longitudinal edg-
es of the roll of film 21. The tube may be formed from two
webs of film 21. In this case, the forming station forms
two longitudinal seals along the opposing edges of the
two rolls of film 21.
[0100] The packaging apparatus can comprise a flush-
er. The flusher is configured to flush gas through the tube
of film 21 that forms the packaging. The gas flush may
prevent the tube from collapsing. The gas flush helps to

maintain a distance between a product 56 in a tray and
the film 21. This helps to improve the hygienic appear-
ance of the film 21 because the film 21 remains untar-
nished by the product. The flusher flushes gas longitudi-
nally through the tube. The gas used for flushing can
comprise about 70% oxygen and about 30% carbon di-
oxide or other suitably modified atmosphere.
[0101] Additionally, the flush gas allows the product 56
to be packaged in a modified atmosphere. The gas may
help to preserve the product 56, prolonging its shelf life.
The desired amount of gas inside each sealed package
depends on the type of product 56 and the length of shelf
life needed.
[0102] The packaging apparatus can comprise a
shrink station configured to shrink the film 21. The shrink
station may be a water- or air-based shrink tunnel, for
example a hot air tunnel. After sealing, packages 50 un-
dergo heat-shrinking in the shrink station. The shrinking
process may involve heating the packages 50. The pack-
ages 50 may be heated to a temperature within the range
of from about 130°C to about 150°C.
[0103] The product 56 can be a food product. For ex-
ample, the product 56 may comprise meat, cheese, piz-
za, ready meals, poultry and fish. The product 56 may
be substantially dry, as in the case of cheese. For some
products, such as cheese, there is no need for a tray to
support the cheese. Alternatively, the product 56 may be
wet. In this case, it is particularly desirable for the product
56 to be disposed in a tray. Further, the product 56 can
also be a non-food product, for example including
clothes, sheets, textile material or other compliant mate-
rial. In such applications, the volume of packaged prod-
ucts can be reduced significantly, thereby providing sub-
stantial advantages regarding shipping and/or storage
space requirements. The products 56 can further include
soft or rigid products, bulk goods, or other items. In pack-
aging applications for medical goods, the storage life of
the packaged products can be significantly increased,
for example by keeping the products 56 sealed and iso-
lated from the outside atmosphere and/or in an inert
and/or sterile internal environment.
[0104] Desirably, the packaging apparatus comprises
a horizontal form fill and seal machine. However, the
packaging apparatus may comprise other types of form
fill and seal machines, such as a vertical form fill and seal
(VFFS) machine. In a vertical form fill and seal machine,
the packages 50 move through the packaging apparatus
in a vertical direction during the packaging process. In a
VFFS machine, the packaging may be sealed once to
form the lower end of a sealed package. The product 56
is then fed into the open-ended package. The top end of
the package 50 is then sealed to form a sealed package.

Claims

1. A device (1) for evacuating gas from a package (50)
for a packaging apparatus, the package (50) having
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an open end (55), the open end (55) having a termi-
nal portion (54), a non-terminal portion (52), and an
intermediate portion (53) located between the termi-
nal portion (54) and the non-terminal portion (52) of
the open end (55), the device (1) comprising:

a vacuum chamber (10) having an elongated
opening (14) extending along a longitudinal axis
of the vacuum chamber (10),
an evacuation means configured for providing
the vacuum chamber (10) with an internal vac-
uum pressure that is lower than an ambient pres-
sure outside the vacuum chamber (10),
a means for moving (30) a package (50) relative
to the vacuum chamber (10), and
a control unit (60) programmed for:

controlling the means for moving (30) to rel-
atively move a package (50) to be evacuat-
ed with respect to the vacuum chamber
(10), the package (50) and the means for
moving (30) each being arranged with re-
spect to the vacuum chamber (10) so that
a main movement direction (40) of packag-
es (50) placed on the means for moving (30)
and the longitudinal axis of the vacuum
chamber (10) are substantially parallel to
one another, the package (50) to be evac-
uated being positioned so that, during the
relative movement of the package (50) with
respect to the vacuum chamber (10), a ter-
minal portion (54) of the open end (55) of
the package (50) relatively moves within the
vacuum chamber (10) and a non-terminal
portion (52) of the open end (55) relatively
moves outside the vacuum chamber (10),
an intermediate portion (53) of the open end
(55) passing through and relatively moving
along the opening (14), and
activating the evacuation means to provide
the vacuum chamber (10) with the internal
vacuum pressure,
wherein the vacuum chamber (10) compris-
es a first sub-chamber (10-1, 10-2, 10-3)
and a second sub-chamber (10-1, 10-2,
10-3), and being characterized in that:
the control unit is further programmed to
provide the first sub-chamber (10-1, 10-2,
10-3) with a first pressure and to provide the
second sub-chamber (10-1, 10-2, 10-3) with
a second pressure different from the first
pressure.

2. The device of the preceding claim, wherein:

- the second pressure comprises a lower abso-
lute pressure value than the first pressure, or
- the first pressure comprises an absolute pres-

sure value lower than the ambient pressure and
the second pressure comprises an absolute
pressure value substantially equal to or higher
than the ambient pressure.

3. The device of any one of the preceding claims,
wherein the vacuum chamber (10) comprises a third
sub-chamber (10-1, 10-2, 10-3), the control unit fur-
ther being programmed to provide the third sub-
chamber (10-1, 10-2, 10-3) with a third pressure dif-
ferent from the first and second pressures, optionally
the third pressure comprising a lower absolute pres-
sure value than each of the first and second pres-
sures.

4. The device of any one of the preceding claims, fur-
ther comprising multiple sets of upper (90) and lower
(92) rollers, each roller (90, 92) having a substantially
cylindrical shape and being arranged to be able to
rotate about a respective longitudinal axis thereof,
the upper (90) and lower (92) rollers being relatively
positioned with respect to one another such that the
upper (90) and lower (92) rollers contact each other
along an elongated contact area on their respective
lateral surfaces, thereby providing the rollers (90, 92)
with a substantially air-tight seal along the contact
area, the contact area extending substantially par-
allel to the respective longitudinal axis of the upper
(90) and lower (92) rollers, wherein:

a first set of rollers (90, 92) is arranged at an
upstream end of the vacuum chamber (10) and
configured to provide the vacuum chamber (10)
with a substantially air-tight seal at the upstream
end thereof; and/or
a second set of rollers (90, 92) is arranged at a
downstream end of the vacuum chamber (10)
and configured to provide the vacuum chamber
(10) with a substantially air-tight seal at the
downstream end thereof, downstream being de-
fined with respect to the main movement direc-
tion (40).

5. The device of claim 4, wherein the vacuum chamber
comprises (10) one or more additional sets of rollers
(90, 92), each additional set of rollers (90, 92) being
arranged between adjacent sub-chambers (10-1,
10-2, 10-3).

6. The device of any one of the preceding claims,
wherein the control unit is further programmed to
control the internal vacuum pressure for:

- allowing a gas flow through the opening (14)
causing opposing layers of film (21) at the open
end (55) to maintain a substantially spaced-
apart configuration; and/or
- aspirating both gas from inside the package
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(50) and gas from an ambient atmosphere
through the opening (14); and wherein optionally
the means for moving (30) are provided with
elongated recesses (32) located on an upper
side of an upper run of the means for moving
(30), each elongated recess (32) having one or
more openings configured to facilitate aspiration
of air from the upper side of the upper run
through the one or more openings and to a lower
side of the upper run.

7. The device of any one of the preceding claims, fur-
ther comprising a first guide belt (70) arranged along
a length of the opening (14) and configured to contact
the intermediate portion (53) of the open end (55)
when passing through the opening (14), the first
guide belt (70) having an inner surface (70i) and an
outer surface (70o), and
a first drive configured to act on the first guide belt
(70), wherein
the control unit is further programmed to control the
first drive to move the first guide belt (70) in the move-
ment direction (40) along the length of the opening
(14), optionally at a speed substantially correspond-
ing to the relative speed between the package (50)
and the vacuum chamber (10),
wherein the first guide belt (70) has the form of a
closed loop running around first (103) and second
(108) deflection rolls and along the length of the
opening (14)
the device further comprising a second guide belt
(72) arranged along a length of the opening (14) and
configured to contact the intermediate portion (53)
of the open end (55) when passing through the open-
ing (14), the second guide belt (72) having an inner
surface (72i) and an outer surface (72o), and
a second drive configured to act on the second guide
belt (72), wherein
the control unit is further programmed to control the
second drive to move the second guide belt (72) in
the movement direction (40) along the length of the
opening (14), optionally at a speed substantially cor-
responding to the relative speed between the pack-
age (50) and the vacuum chamber (10),
wherein, the second guide belt (72) has the form of
a closed loop running around first (103’) and second
(108’) deflection rolls and along the length of the
opening (14).

8. The device of claim 7, wherein

- the inner surface (70i) of the first guide belt (70)
extends along an upper edge (14u) of the open-
ing (14) and the outer surface (70o) of the first
guide belt (70) is configured to contact the inter-
mediate portion (53) from above, and
- the inner surface (72i) of the second guide belt
(72) extends along a lower edge (141) of the

opening (14) and the outer surface (72o) of the
second guide belt (72) is configured to contact
the intermediate portion (53) from below.

9. The device of any one of the preceding claims, fur-
ther comprising a first stretch belt (80) arranged at
the downstream end of the vacuum chamber (10)
and configured to receive the intermediate portion
(53) of the open end (55) when exiting the opening
(14);
wherein the control unit is configured to control an
operating speed of the first stretch belt (80) to be
higher than the relative speed between the package
(50) and the vacuum chamber (10), the operating
speed preferably being about 2% to 30% higher than
the relative speed between the package (50) and the
vacuum chamber (10), the operating speed more
preferably being about 3% to 12% higher than the
relative speed between the package (50) and the
vacuum chamber (10).

10. The device of the preceding claim, further comprising
a second stretch belt (82) arranged opposite to and
in contact with the first stretch belt (80) at the down-
stream end of the vacuum chamber (10), the first
(80) and second (82) stretch belts being configured
to receive, between one another, the intermediate
portion (53) of the open end (55) when exiting the
opening (14);
wherein the control unit is configured to control an
operating speed of the second stretch belt (80) to be
higher than the relative speed between the package
(50) and the vacuum chamber (10), the operating
speed preferably being about 2% to 30% higher than
the relative speed between the package (50) and the
vacuum chamber (10), the operating speed more
preferably being about 3% to 12% higher than the
relative speed between the package (50) and the
vacuum chamber (10).

11. The device according to any one of claims 6 to 10,
wherein
the opening (14) has a height of 8 to 20 times a thick-
ness of the film (21), preferably wherein the opening
(14) has a height of 10 times a thickness of the film
(21) or less; and/or
wherein the opening (14) has a height of between
0.3 mm and 1.0 mm; and the opening (14) has a
depth of 50 mm or less, preferably 20 mm or less,
and more preferably 12 mm or less.

12. A packaging process using a device (1) according
to any one of the preceding claims for evacuating
gas from a package (50) in a packaging apparatus,
the process comprising:

providing a package (50) containing a product
(56) to be packaged, the package (50) being
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made from a film (21) and having an open end
(55),
providing a vacuum chamber (10) having an
elongated opening (14),
relatively moving one of the package (50) and
the vacuum chamber (10) with respect to the
other such that a terminal portion (54) of the
open end (55) relatively moves within the vacu-
um chamber (10) and a non-terminal portion (52)
of the open end (55) relatively moves outside
the vacuum chamber (10), an intermediate por-
tion (53) of the open end (55) passing through
the opening (14) and relatively moving along a
length thereof, the intermediate portion (53) ex-
tending between the terminal portion (54) and
the non-terminal portion (52) of the open end
(55),
creating, within the vacuum chamber (10), an
internal vacuum pressure that is lower than an
ambient pressure outside the vacuum chamber
(10).

13. The process of the preceding claim, wherein
the step of providing the package (50) comprises
creating the open end (55) by one or more of:

- perforating the package (50) in the region of
the terminal portion (54) of the open end (55);
- cutting the package (50) in the region of the
terminal portion (54) of the open end (55); and
- creating an aperture in the package (50) in the
region of the terminal portion (54) of the open
end (55);

optionally further comprising the step of flushing the
inside of the package (50) with gas or a mixture of
gases, the gas or mixture of gases comprising an
inert gas;
wherein the step of creating an internal vacuum pres-
sure within the vacuum chamber (10) further com-
prises selecting the internal vacuum pressure such
as to:

- determine a gas flow through the opening (14)
causing opposing layers of the film (21) at the
open end (55) in order to maintain a substantially
spaced-apart configuration; and/or
- aspirate both gas from inside the package (50)
and gas from an ambient atmosphere through
the opening.

14. The process of any one of claims 12 to13, further
comprising:

- guiding the intermediate portion (53) of the
open end (55) along a length of the opening (14)
while relatively moving one of the package (50)
and the vacuum chamber (10) with respect to

the other; and/or
- creating wrinkles in the film (21) at the open
end (55) of the package (50), optionally substan-
tially within a region where the intermediate por-
tion (53) of the open end (55) enters the vacuum
chamber (10), further optionally maintaining the
wrinkles in the film (21) substantially throughout
the moving of the intermediate portion along the
length of the opening (14); and/or
- removing wrinkles from and/or flattening the
film (21) at the open end of the package (50),
optionally substantially within a region where the
intermediate portion (53) of the open end (55)
exits the vacuum chamber (10); and/or
- creating elongated wrinkles in the film (21) an
area of the package (50) substantially in contact
with the means for moving (30),

optionally further comprising allowing lateral move-
ment of the package (50) and/or of the film material
at the open end (55) of the package (50) in a direction
perpendicular to the movement direction (40) such
that a change in volume of the package (50) and/or
a change in the shape of the film (21) of the package
(50) while relatively moving one of the package (50)
and the vacuum chamber (10) with respect to the
other can be accommodated.

15. A packaging apparatus comprising:

an evacuation station (1) coupled to the control
unit (60); and
an output station; wherein
the control unit is configured to control the
means for moving (30) to move one or more
packages (50), each containing a product (56)
to be packaged, towards and through the evac-
uation station (1), and towards the output sta-
tion;
wherein the evacuation station (1) comprises a
device for evacuating according to any one of
claims 1 to 11.

Patentansprüche

1. Vorrichtung (1) zum Evakuieren von Gas aus einer
Verpackung (50) für eine Verpackungsvorrichtung,
wobei die Verpackung (50) ein offenes Ende (55)
aufweist, wobei das offene Ende (55) einen An-
schlussabschnitt (54), einen Nicht-Anschlussab-
schnitt (52) und einen Zwischenabschnitt (53) auf-
weist, welcher zwischen dem Anschlussabschnitt
(54) und dem Nicht-Anschlussabschnitt (52) des of-
fenen Endes (55) angeordnet ist, wobei die Vorrich-
tung (1) umfasst:

- eine Vakuumkammer (10), welche eine läng-
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liche Öffnung (14) aufweist, welche sich entlang
einer longitudinalen Achse der Vakuumkammer
(10) erstreckt,
- ein Evakuierungsmittel, welches zum Bereit-
stellen der Vakuumkammer (10) mit einem in-
ternen Vakuumdruck eingerichtet ist, welcher
geringer ist als ein Umgebungsdruck außerhalb
der Vakuumkammer (10),
- ein Mittel zum Bewegen (30) einer Verpackung
(50) relativ zu der Vakuumkammer (10), und
- eine Steuereinheit (60), welche programmiert
ist, um:

das Mittel zum Bewegen (30) zu steuern, um die
Verpackung (50), welche zu evakuieren ist, in Bezug
auf die Vakuumkammer (10) relativ zu bewegen, wo-
bei die Verpackung (50) und das Mittel zum Bewe-
gen (30) jeweils in Bezug auf die Vakuumkammer
(10) derart angeordnet sind, dass eine Hauptbewe-
gungsrichtung (40) von Verpackungen (50), welche
an dem Mittel zum Bewegen (30) und der longitudi-
nalen Achse der Vakuumkammer (10) platziert sind,
im Wesentlichen parallel zueinander sind, wobei die
Verpackung (50), welche zu evakuieren ist, derart
positioniert wird, dass sich während der relativen Be-
wegung der Verpackung (50) in Bezug auf die Va-
kuumkammer (10) ein Anschlussabschnitt (54) des
offenen Endes (55) der Verpackung (50) relativ in-
nerhalb der Vakuumkammer (10) bewegt und sich
ein Nicht-Anschlussabschnitt (52) des offenen En-
des (55) relativ außerhalb der Vakuumkammer (10)
bewegt, wobei ein Zwischenabschnitt (53) des offe-
nen Endes (55) durch die Öffnung (14) hindurch tritt
und sich entlang dieser relativ bewegt, und
das Evakuierungsmittel zu aktivieren, um die Vaku-
umkammer (10) mit dem internen Vakuumdruck be-
reitzustellen;
wobei die Vakuumkammer (10) eine erste Unter-
kammer (10-1, 10-2, 10-3) und eine zweite Unter-
kammer (10-1, 10-2, 10-3) umfasst, und dadurch
gekennzeichnet ist, dass die Steuereinheit ferner
dazu programmiert ist, die erste Unterkammer (10-1,
10-2, 10-3) mit einem ersten Druck bereitzustellen
und die zweite Unterkammer (10-1, 10-2, 10-3) mit
einem zweiten Druck, welcher von dem ersten Druck
verschieden ist, bereitzustellen.

2. Vorrichtung nach dem vorhergehenden Anspruch,
wobei

- der zweite Druck einen geringeren Absolut-
druckwert umfasst als der erste Druck, oder
- der erste Druck einen Absolutdruckwert um-
fasst, welcher geringer ist als der Umgebungs-
druck, und der zweite Druck einen Absolut-
druckwert umfasst, welcher im Wesentlichen
gleich dem oder größer als der Umgebungs-
druck ist.

3. Vorrichtung nach einem der vorhergehenden An-
sprüche, wobei die Vakuumkammer (10) eine dritte
Unterkammer (10-1, 10-2, 10-3) umfasst, wobei die
Steuereinheit ferner dazu programmiert ist, die dritte
Unterkammer (10-1, 10-2, 10-3) mit einem dritten
Druck bereitzustellen, welcher von dem ersten und
dem zweiten Druck verschieden ist, wobei der dritte
Druck einen geringeren Absolutdruckwert umfasst
als jeder aus dem ersten und dem zweiten Druck.

4. Vorrichtung nach einem der vorhergehenden An-
sprüche, ferner umfassend mehrere Sätze von obe-
ren (90) und unteren (92) Rollen, wobei jede Rolle
(90, 92) eine im Wesentlichen zylindrische Form auf-
weist und dazu eingerichtet ist, in der Lage zu sein,
um eine jeweilige longitudinale Achse davon zu ro-
tieren, wobei die oberen (90) und unteren (92) Rollen
in Bezug aufeinander jeweils derart relativ positio-
niert sind, dass die oberen (90) und unteren (92)
Rollen einander entlang eines länglichen Kontakt-
bereichs an ihren jeweiligen lateralen Flächen kon-
taktieren, wodurch die Rollen (90, 92) mit einer im
Wesentlichen luftdichten Dichtung entlang des Kon-
taktbereichs bereitgestellt sind, wobei sich der Kon-
taktbereich im Wesentlichen parallel zu der jeweili-
gen longitudinalen Achse der oberen (90) und unte-
ren (92) Rollen erstreckt, wobei:
ein erster Satz von Rollen (90, 92) an einem strom-
aufwärtigen Ende der Vakuumkammer (10) ange-
ordnet ist und dazu eingerichtet ist, die Vakuumkam-
mer (10) mit einer im Wesentlichen luftdichten Dich-
tung an dem stromaufwärtigen Ende davon bereit-
zustellen; und/oder ein zweiter Satz von Rollen (90,
92) an einem stromabwärtigen Ende der Vakuum-
kammer (10) angeordnet ist und dazu eingerichtet
ist, die Vakuumkammer (10) mit einer im Wesentli-
chen luftdichten Dichtung an dem stromabwärtigen
Ende davon bereitzustellen, wobei stromabwärtig in
Bezug auf die Hauptbewegungsrichtung (40) defi-
niert ist.

5. Vorrichtung nach Anspruch 4, wobei die Vakuum-
kammer (10) einen oder mehrere zusätzliche Sätze
von Rollen (90, 92) umfasst, wobei jeder zusätzliche
Satz von Rollen (90, 92) zwischen benachbarten Un-
terkammern (10-1, 10-2, 10-3) angeordnet ist.

6. Vorrichtung nach einem der vorhergehenden An-
sprüche, wobei die Steuereinheit ferner dazu pro-
grammiert ist, den internen Vakuumdruck zu steu-
ern, um:

- einen Gasstrom durch die Öffnung (14) zu er-
lauben, wobei gegenüberliegende Schichten ei-
nes Films (21) an dem offenen Ende (55) ver-
anlasst werden, eine im Wesentlichen beab-
standete Konfiguration beizubehalten; und/oder
- sowohl Gas von einer Innenseite der Verpa-
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ckung (50) als auch Gas von einer Umgebungs-
atmosphäre durch die Öffnung (14) an zu sau-
gen; und wobei optional

das Mittel zum Bewegen (30) mit länglichen Ausneh-
mungen (32) bereitgestellt ist, welche an einer obe-
ren Seite eines oberen Laufs des Mittels zum Bewe-
gen (30) angeordnet sind, wobei jede längliche Aus-
nehmung (32) eine oder mehrere Öffnungen auf-
weist, welche dazu eingerichtet sind, ein Ansaugen
von Luft von der oberen Seite des oberen Laufs
durch die eine oder mehreren Öffnungen und zu ei-
ner unteren Seite des oberen Laufs zu erleichtern.

7. Vorrichtung nach einem der vorhergehenden An-
sprüche, ferner umfassend einen ersten Führungs-
riemen (70), welcher entlang einer Länge der Öff-
nung (14) angeordnet ist und dazu eingerichtet ist,
den Zwischenabschnitt (53) des offenen Endes (55)
zu kontaktieren, wenn er durch die Öffnung (14) hin-
durchtritt, wobei der erste Führungsriemen (70) eine
innere Fläche (70i) und eine äußere Fläche (70o)
aufweist; und
einen ersten Antrieb, welcher dazu eingerichtet ist,
auf den ersten Führungsriemen (70) einzuwirken,
wobei
die Steuereinheit ferner dazu programmiert ist, den
ersten Antrieb zu steuern, um den ersten Führungs-
riemen (70) in der Bewegungsrichtung (40) entlang
der Länge der Öffnung (14) zu bewegen, optional
bei einer Geschwindigkeit, welche im Wesentlichen
der relativen Geschwindigkeit zwischen der Verpa-
ckung (50) und der Vakuumkammer (10) entspricht,
wobei der erste Führungsriemen (70) die Form einer
geschlossenen Schleife aufweist, welche um erste
(103) und zweite (108) Ablenkrollen und entlang der
Länge der Öffnung (14) verläuft,
wobei die Vorrichtung ferner einen zweiten Füh-
rungsriemen (72) umfasst, welcher entlang einer
Länge der Öffnung (14) angeordnet ist und dazu ein-
gerichtet ist, den Zwischenabschnitt (53) des offe-
nen Endes (55) zu kontaktieren, wenn er durch die
Öffnung (14) hindurchtritt, wobei der zweite Füh-
rungsriemen (72) eine innere Fläche (72i) und eine
äußere Fläche (72o) aufweist; und
einen zweiten Antrieb, welcher dazu eingerichtet ist,
auf den zweiten Führungsriemen (72) einzuwirken,
wobei
die Steuereinheit ferner dazu programmiert ist, den
zweiten Antrieb zu steuern, um den zweiten Füh-
rungsriemen (72) in der Bewegungsrichtung (40)
entlang der Länge der Öffnung (14) zu bewegen,
optional bei einer Geschwindigkeit, welche im We-
sentlichen der relativen Geschwindigkeit zwischen
der Verpackung (50) und der Vakuumkammer (10)
entspricht,
wobei der zweite Führungsriemen (72) die Form ei-
ner geschlossenen Schleife aufweist, welche um

erste (103’) und zweite (108’) Ablenkrollen und ent-
lang der Länge der Öffnung (14) verläuft.

8. Vorrichtung nach Anspruch 7, wobei

- sich die innere Fläche (70i) des ersten Füh-
rungsriemens (70) entlang eines oberen Rands
(14u) der Öffnung (14) erstreckt und die äußere
Fläche (70o) des ersten Führungsriemens (70)
dazu eingerichtet ist, den Zwischenabschnitt
(53) von oben zu kontaktieren, und
- sich die innere Fläche (72i) des zweiten Füh-
rungsriemens (72) entlang eines unteren Rands
(14l) der Öffnung (14) erstreckt und die äußere
Fläche (72o) des zweiten Führungsriemens (72)
dazu eingerichtet ist, den Zwischenabschnitt
(53) von unten zu kontaktieren.

9. Vorrichtung nach einem der vorhergehenden An-
sprüche, ferner umfassend einen ersten Dehnungs-
riemen (80), welcher an dem stromabwärtigen Ende
der Vakuumkammer (10) angeordnet ist und dazu
eingerichtet ist, den Zwischenabschnitt (53) des of-
fenen Endes (55) aufzunehmen, wenn er aus der
Öffnung (14) austritt;
wobei die Steuereinheit dazu eingerichtet ist, eine
Betriebsgeschwindigkeit des ersten Dehnungsrie-
mens (80) derart zu steuern, dass sie größer ist als
die relative Geschwindigkeit zwischen der Verpa-
ckung (50) und der Vakuumkammer (10), wobei die
Betriebsgeschwindigkeit vorzugsweise etwa 2% bis
30% höher ist als die relative Geschwindigkeit zwi-
schen der Verpackung (50) und der Vakuumkammer
(10), wobei die Betriebsgeschwindigkeit noch bevor-
zugter etwa 3% bis 12% höher ist als die relative
Geschwindigkeit zwischen der Verpackung (50) und
der Vakuumkammer (10).

10. Vorrichtung nach dem vorhergehenden Anspruch,
ferner umfassend einen zweiten Dehnungsriemen
(82), welcher gegenüberliegend und in Kontakt mit
dem ersten Dehnungsriemen (80) an dem stromab-
wärtigen Ende der Vakuumkammer (10) angeordnet
ist, wobei der erste (80) und der zweite (82) Deh-
nungsriemen dazu eingerichtet sind, den Zwischen-
abschnitt (53) des offenen Endes (55) zwischen ein-
ander aufzunehmen, wenn er aus der Öffnung (14)
austritt;
wobei die Steuereinheit dazu eingerichtet ist, eine
Betriebsgeschwindigkeit des zweiten Dehnungsrie-
mens (80) derart zu steuern, dass sie größer ist als
die relative Geschwindigkeit zwischen der Verpa-
ckung (50) und der Vakuumkammer (10), wobei die
Betriebsgeschwindigkeit vorzugsweise etwa 2% bis
30% höher ist als die relative Geschwindigkeit zwi-
schen der Verpackung (50) und der Vakuumkammer
(10), wobei die Betriebsgeschwindigkeit noch bevor-
zugter etwa 3% bis 12% höher ist als die relative
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Geschwindigkeit zwischen der Verpackung (50) und
der Vakuumkammer (10).

11. Vorrichtung nach einem der Ansprüche 6 bis 10, wo-
bei
die Öffnung (14) eine Höhe von 8 bis 20 Mal einer
Dicke des Films (21) aufweist, vorzugsweise wobei
die Öffnung (14) eine Höhe von 10 Mal einer Dicke
des Films (21) oder weniger aufweist; und/oder
wobei die Öffnung (14) eine Höhe von zwischen 0,3
mm und 1,0 mm aufweist; und
die Öffnung (14) eine Tiefe von 50 mm oder weniger,
vorzugsweise von 20 mm oder weniger, und noch
bevorzugter von 12 mm oder weniger aufweist.

12. Verpackungsverfahren unter Verwendung einer
Vorrichtung (1) nach einem der vorhergehenden An-
sprüche zum Evakuieren von Gas aus einer Verpa-
ckung (50) in einer Verpackungsvorrichtung, wobei
das Verfahren umfasst:

Bereitstellen einer Verpackung (50), welche ein
Produkt (56) enthält, welches zu verpacken ist,
wobei die Verpackung (50) aus einem Film (21)
hergestellt ist und ein offenes Ende (55) auf-
weist,
Bereitstellen einer Vakuumkammer (10), wel-
che eine längliche Öffnung (14) aufweist,
relatives Bewegen von einer aus der Verpa-
ckung (50) und der Vakuumkammer (10) in Be-
zug aufeinander derart, dass sich ein An-
schlussabschnitt (54) des offenen Endes (55)
relativ innerhalb der Vakuumkammer (10) be-
wegt und sich ein Nicht-Anschlussabschnitt (52)
des offenen Endes (55) relativ außerhalb der
Vakuumkammer (10) bewegt, wobei ein Zwi-
schenabschnitt (53) des offenen Endes (55)
durch die Öffnung (14) hindurchtritt und sich re-
lativ entlang einer Länge davon bewegt, wobei
sich der Zwischenabschnitt (53) zwischen dem
Anschlussabschnitt (54) und dem Nicht-An-
schlussabschnitt (52) des offenen Endes (55)
erstreckt,
Erzeugen eines internen Vakuumdrucks inner-
halb der Vakuumkammer (10), welcher geringer
ist als ein Umgebungsdruck außerhalb der Va-
kuumkammer (10).

13. Verfahren nach dem vorhergehenden Anspruch,
wobei der Schritt eines Bereitstellens der Verpa-
ckung (50) ein Erzeugen des offenen Endes (55)
durch eines oder mehrere umfasst aus:

- Perforieren der Verpackung (50) in dem Be-
reich des Anschlussabschnitts (54) des offenen
Endes (55);
- Schneiden der Verpackung (50) in dem Be-
reich des Anschlussabschnitts (54) des offenen

Endes (55); und
- Erzeugen einer Öffnung in der Verpackung
(50) in dem Bereich des Anschlussabschnitts
(54) des offenen Endes (55);

optional ferner umfassend den Schritt eines Spülens
der Innenseite der Verpackung (50) mit Gas oder
einem Gemisch von Gasen, wobei das Gas oder das
Gemisch von Gasen ein inertes Gas umfasst; wobei
der Schritt eines Erzeugens eines internen Vakuum-
drucks innerhalb der Vakuumkammer (10) ferner ein
Auswählen des internen Vakuumdrucks umfasst,
um:

- einen Gasstrom durch die Öffnung (14) zu be-
stimmen, welcher gegenüberliegende Schich-
ten des Films (21) an dem offenen Ende (55)
veranlasst, eine im Wesentlichen beabstandete
Konfiguration beizubehalten; und/oder
- sowohl Gas von einer Innenseite der Verpa-
ckung (50) als auch Gas von einer Umgebungs-
atmosphäre durch die Öffnung an zu saugen.

14. Verfahren nach einem der Ansprüche 12 bis 13, fer-
ner umfassend:

- Führen des Zwischenabschnitts (53) des offe-
nen Endes (55) entlang einer Länge der Öffnung
(14), während eines relativen Bewegens von ei-
nem aus der Verpackung (50) und der Vakuum-
kammer (10) in Bezug auf das andere; und/oder
- Erzeugen von Falten in dem Film (21) an dem
offenen Ende (55) der Verpackung (50), optional
im Wesentlichen innerhalb eines Bereichs, in
welchem der Zwischenabschnitt (53) des offe-
nen Endes (55) in die Vakuumkammer (10) ein-
tritt, ferner optional Beibehalten der Falten in
dem Film (21) im Wesentlichen durch das Be-
wegen des Zwischenabschnitts entlang der
Länge der Öffnung (14) hindurch; und/oder
- Entfernen der Falten von und/oder Glätten des
Films (21) an dem offenen Ende der Verpackung
(50), optional im Wesentlichen innerhalb eines
Bereichs, in welchem der Zwischenabschnitt
(53) des offenen Endes (55) aus der Vakuum-
kammer (10) austritt; und/oder
- Erzeugen von länglichen Falten in dem Film
(21) an einem Bereich der Verpackung (50), wel-
cher im Wesentlichen mit dem Mittel zum Be-
wegen (30) in Kontakt ist,

optional ferner umfassend ein Erlauben einer late-
ralen Bewegung der Verpackung (50) und/oder des
Filmmaterials an dem offenen Ende (55) der Verpa-
ckung (50) in einer Richtung rechtwinklig zu der Be-
wegungsrichtung (40) derart, dass eine Änderung in
einem Volumen der Verpackung (50) und/oder eine
Änderung in der Form des Films (21) der Verpa-
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ckung (50) aufgenommen werden kann, während ei-
nes aus der Verpackung (50) und der Vakuumkam-
mer (10) in Bezug auf das andere bewegt wird.

15. Verpackungsvorrichtung, umfassend:

eine Evakuierungsstation (1), welche mit der
Steuereinheit (60) gekoppelt ist; und
eine Ausgabestation; wobei
die Steuereinheit dazu eingerichtet ist, das Mit-
tel zum Bewegen (30) zu steuern, um eine oder
mehrere Verpackungen (50), wobei jede ein
Produkt (56) enthält, welches zu verpacken ist,
in Richtung und durch die Evakuierungsstation
(1) und in Richtung der Ausgabestation zu be-
wegen,
wobei die Evakuierungsstation (1) eine Vorrich-
tung zum Evakuieren nach einem der Ansprü-
che 1 bis 11 umfasst.

Revendications

1. Dispositif (1) pour l’évacuation de gaz provenant
d’un emballage (50) pour un appareil d’emballage,
l’emballage (50) comportant une extrémité ouverte
(55), l’extrémité ouverte (55) comportant une partie
terminale (54), une partie non terminale (52) et une
partie intermédiaire (53) située entre la partie termi-
nale (54) et la partie non terminale (52) de l’extrémité
ouverte (55), le dispositif (1) comprenant :

une chambre à vide (10) ayant une ouverture
allongée (14) s’étendant le long d’un finale de
la chambre à vide (10),
un moyen d’évacuation conçu pour mettre à dis-
position de la chambre à vide (10) une pression
de vide interne qui est inférieure à une pression
ambiante à l’extérieur de la chambre à vide (10),
un moyen permettant de déplacer (30) un em-
ballage (50) par rapport à la chambre à vide (10),
et
une unité de commande (60) programmée
pour :
commander le moyen de déplacement (30) afin
de déplacer de manière relative un emballage
(50) devant être évacué par rapport à la cham-
bre à vide (10), l’emballage (50) et le moyen de
déplacement (30) étant chacun agencés par
rapport à la chambre à vide (10) de telle sorte
qu’une direction principale de mouvement (40)
d’emballages (50) placés sur le moyen de dé-
placement (30) et sur l’axe longitudinal de la
chambre à vide (10) sont essentiellement paral-
lèles les uns aux autres, l’emballage (50) devant
être évacué étant positionné de telle sorte que,
pendant le mouvement relatif de l’emballage
(50) par rapport à la chambre à vide (10), une

partie terminale (54) de l’extrémité ouverte (55)
de l’emballage (50) se déplace de manière re-
lative à l’intérieur de la chambre à vide (10) et
une partie non terminale (52) de l’extrémité
ouverte (55) se déplace de manière relative à
l’extérieur de la chambre à vide (10), une partie
intermédiaire (53) de l’extrémité ouverte (55)
passant à travers et se déplaçant de manière
relative le long de l’ouverture (14), et
activer le moyen d’évacuation afin de mettre à
disposition de la chambre à vide (10) la pression
de vide interne,

dans lequel
la chambre à vide (10) comprend une pre-
mière sous-chambre (10-1, 10-2, 10-3) et
une deuxième sous-chambre (10-1, 10-2,
10-3), et étant caractérisé en ce que :
l’unité de commande est en outre program-
mée pour mettre à disposition de la premiè-
re sous-chambre (10-1, 10-2, 10-3) une pre-
mière pression et pour mettre à disposition
de la deuxième sous-chambre (10-1, 10-2,
10-3) une deuxième pression différente de
la première pression.

2. Dispositif selon la revendication précédente, dans
lequel :

- la seconde pression comprend une valeur de
pression absolue inférieure à la première pres-
sion, ou
- la première pression comprend une valeur de
pression absolue inférieure à la pression am-
biante et la seconde pression comprend une va-
leur de pression absolue sensiblement supé-
rieure ou égale à pression ambiante.

3. Dispositif selon l’une quelconque des revendications
précédentes, dans lequel la chambre à vide (10)
comprend une troisième sous-chambre (10-1, 10-2,
10-3), l’unité de commande étend en outre program-
mée pour mettre à disposition de la troisième sous-
chambre (10-1, 10-2, 10-3) une troisième pression
différente de la première et de la deuxième pression,
la troisième pression comprenant éventuellement
une valeur de pression absolue inférieure à chacune
de la première et de la deuxième pression.

4. Dispositif selon l’une quelconque des revendications
précédentes, comprenant en outre de multiples en-
sembles de rouleaux supérieurs (90) et inférieurs
(92), chaque rouleau (90, 92) ayant une forme sen-
siblement cylindrique et étant agencé pour être ca-
pable de tourner autour d’un axe longitudinal res-
pectif de ceux-ci, les rouleaux supérieurs (90) et in-
férieurs (92) étant positionnés de manière relative
l’un par rapport à l’autre de telle sorte que les rou-
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leaux supérieurs (90) et inférieurs (92) viennent en
contact l’un avec l’autre le long d’une zone de contact
allongée sur leurs surfaces latérales respectives, ce
qui permet aux rouleaux (90, 92) d’avoir un joint sen-
siblement étanche à l’air le long de la zone de con-
tact, la zone de contact s’étendant de manière sen-
siblement parallèle à l’axe longitudinal respectif des
rouleaux supérieurs (90) et inférieurs (92), dans
lequel :

un premier ensemble de rouleaux (90, 92) est
agencé au niveau d’une extrémité en amont de
la chambre à vide (10) et conçu pour mettre à
disposition de la chambre à vide (10) un joint
sensiblement étanche à l’air au niveau de l’ex-
trémité en amont de celui-ci ; et/ou
un deuxième ensemble de rouleaux (90, 92) est
agencé au niveau d’une extrémité en aval de la
chambre à vide (10) et conçu pour mettre à dis-
position de la chambre à vide (10) un joint sen-
siblement étanche à l’air au niveau de l’extrémité
en aval de celui-ci, l’aval étant défini par rapport
à la direction principale de mouvement (40).

5. Dispositif selon la revendication 4, dans lequel la
chambre à vide comprend (10) un ou plusieurs en-
sembles supplémentaires de rouleaux (90, 92), cha-
que ensemble supplémentaire de rouleaux (90, 92)
étant agencé entre des sous-chambre adjacentes
(10-1, 10-2, 10-3).

6. Dispositif selon l’une quelconque des revendications
précédentes, dans lequel l’unité de commande est
en outre programmée pour commander la pression
de vide interne pour :

- permettre à un gaz de s’écouler à travers
l’ouverture (14) amenant des couches oppo-
sées de film (21) au niveau de l’extrémité ouver-
te (55) à maintenir une configuration sensible-
ment espacée ; et/ou
- aspirer à la fois le gaz provenant de l’intérieur
de l’emballage (50) et le gaz provenant d’une
atmosphère ambiante par l’intermédiaire de
l’ouverture (14) ; et dans lequel éventuellement

les moyens de déplacement (30) sont munis de ren-
foncements allongés (32) situés sur un côté supé-
rieur d’une course supérieure des moyens de dépla-
cement (30), chaque renfoncement allongé (32)
ayant une ou plusieurs ouvertures conçues pour fa-
ciliter l’aspiration d’air provenant du côté supérieur
de la course supérieure à travers l’une ou plusieurs
ouvertures et vers un côté inférieur de la course su-
périeure.

7. Dispositif selon l’une quelconque des revendications
précédentes, comprenant en outre une première

ceinture de guidage (70) agencée le long d’une lon-
gueur de l’ouverture (14) et conçue pour venir en
contact avec la partie intermédiaire (53) de l’extré-
mité ouverte (55) lorsqu’elle passe à travers l’ouver-
ture (14), la première ceinture de guidage (70) com-
portant une surface interne (70i) et une surface ex-
terne (70o), et
un premier entraînement conçu pour agir sur la pre-
mière ceinture de guidage (70), dans lequel l’unité
de commande est en outre programmée pour com-
mander le premier entraînement afin de déplacer la
première ceinture de guidage (70) dans la direction
de mouvement (40), le long de la longueur de l’ouver-
ture (14), éventuellement à une vitesse correspon-
dant essentiellement à la vitesse relative entre l’em-
ballage (50) et la chambre à vide (10),
dans lequel la première ceinture de guidage (70) a
la forme d’une boucle fermée tournant autour d’un
premier rouleau de déviation (103) et d’un deuxième
rouleau de déviation (108) et le long de la longueur
de l’ouverture (14)
le dispositif comprenant en outre une deuxième cein-
ture de guidage (72) agencée le long d’une longueur
de l’ouverture (14) et conçue pour venir en contact
avec la partie intermédiaire (53) de l’extrémité ouver-
te (55) lorsqu’elle passe à travers l’ouverture (14),
la deuxième ceinture de guidage (72) comportant
une surface interne (72i) et une surface externe
(72o), et un deuxième entraînement conçu pour agir
sur la deuxième ceinture de guidage (72), dans le-
quel l’unité de commande est en outre programmée
pour commander le deuxième entraînement afin de
déplacer la deuxième ceinture de guidage (72) dans
la direction de mouvement (40) le long de la longueur
de l’ouverture (14), éventuellement à une vitesse
correspondant essentiellement à la vitesse relative
entre l’emballage (50) et la chambre à vide (10), dans
lequel, la deuxième ceinture de guidage (72) a la
forme d’une boucle fermée tournant autour d’un pre-
mier rouleau de déviation (103’) et d’un second rou-
leau de déviation (108’) et le long de la longueur de
l’ouverture (14).

8. Dispositif selon la revendication 7, dans lequel

- la surface interne (70i) de la première ceinture
de guidage (70) s’étend le long d’un bord supé-
rieur (14u) de l’ouverture (14) et la surface ex-
terne (70o) de la première ceinture de guidage
(70) est conçue pour venir en contact avec la
partie intermédiaire (53) par le haut, et
- la surface interne (72i) de la deuxième ceinture
de guidage (72) s’étend le long d’un bord infé-
rieur (14l) de l’ouverture (14) et la surface exter-
ne (72o) de la deuxième ceinture de guidage
(72) est conçue pour venir en contact avec la
partie intermédiaire (53) par le bas.
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9. Dispositif selon l’une quelconque des revendications
précédentes, comprenant en outre une première
ceinture d’allongement (80) agencée au niveau de
l’extrémité en aval de la chambre à vide (10) et con-
çue pour recevoir la partie intermédiaire (53) de l’ex-
trémité ouverte (55) lorsqu’elle sort de l’ouverture
(14) ; dans lequel l’unité de commande est conçue
pour commander une vitesse de fonctionnement de
la première ceinture d’allongement (80) qui est su-
périeure à la vitesse relative entre l’emballage (50)
et la chambre à vide (10), la vitesse de fonctionne-
ment étant de préférence environ 2 % à 30 % supé-
rieure à la vitesse relative entre l’emballage (50) et
la chambre à vide (10), la vitesse de fonctionnement
étant plus préférablement environ 3 % à 12 % supé-
rieure à la vitesse relative entre l’emballage (50) et
la chambre à vide (10).

10. Dispositif selon la revendication précédente, com-
prenant en outre une deuxième ceinture d’allonge-
ment (82) agencée à l’opposé de la première cein-
ture d’étirement (80) et en contact avec celle-ci au
niveau de l’extrémité en aval de la chambre à vide
(10), la première ceinture d’étirement (80) et la
deuxième ceinture d’étirement (82) étant conçues
pour recevoir, entre elles, la partie intermédiaire (53)
de l’extrémité ouverte (55) lorsqu’elles sortent de
l’ouverture (14) ;
dans lequel l’unité de commande est conçue pour
commander une vitesse de fonctionnement de la
deuxième ceinture étirement (80) qui est supérieure
à la vitesse relative entre l’emballage (50) et la cham-
bre à vide (10), la vitesse de fonctionnement étant
de préférence environ 2 % à 30 % supérieure à la
vitesse relative entre l’emballage (50) et la chambre
à vide (10), la vitesse de fonctionnement étant plus
préférablement environ 3 % à 12 % supérieure à la
vitesse relative entre l’emballage (50) et la chambre
à vide (10).

11. Dispositif selon l’une quelconque des revendications
6 à 10, dans lequel l’ouverture (14) a une hauteur
correspondant de 8 à 20 fois une épaisseur du film
(21), dans lequel l’ouverture (14) a de préférence
une hauteur correspondant à 10 fois une épaisseur
du film (21) ou moins ; et/ou dans lequel l’ouverture
(14) a une hauteur comprise entre 0,3 mm et 1,0
mm ; et l’ouverture (14) a une profondeur inférieure
ou égale à 50 mm, de préférence inférieure ou égale
à 20 mm, et plus préférablement inférieure ou égale
à 12 mm.

12. Procédé d’emballage utilisant un dispositif (1) selon
l’une quelconque des revendications précédentes
permettant d’évacuer le gaz provenant d’un embal-
lage (50) dans un appareil d’emballage, le procédé
comprenant :

la fourniture d’un emballage (50) contenant un
produit (56) devant être emballé, l’emballage
(50) étant constitué d’un film (21) et ayant une
extrémité ouverte (55),
la fourniture d’une chambre à vide (10) ayant
une ouverture allongée (14), déplaçant de ma-
nière relative l’un parmi l’emballage (50) et la
chambre à vide (10) par rapport à l’autre de telle
sorte qu’une partie terminale (54) de l’extrémité
ouverte (55) se déplace de manière relative à
l’intérieur de la chambre à vide (10) et une partie
non terminale (52) de l’extrémité ouverte (55)
se déplace de manière relative à l’extérieur de
la chambre à vide (10), une partie intermédiaire
(53) de l’extrémité ouverte (55) passant à travers
l’ouverture (14) et se déplaçant de manière re-
lative le long d’une longueur de celle-ci, la partie
intermédiaire (53) s’étendant entre la partie ter-
minale (54) et la partie non terminale (52) de
l’extrémité ouverte (55),
la création, à l’intérieur de la chambre à vide
(10), d’une pression de vide interne qui est in-
férieure à une pression ambiante à l’extérieur
de la chambre à vide (10).

13. Procédé selon la revendication précédente, dans le-
quel
l’étape de fourniture de l’emballage (50) comprend
la création de l’extrémité ouverte (55) au moyen de
l’une ou plusieurs parmi :

- la perforation de l’emballage (50) dans la ré-
gion de la partie terminale (54) de l’extrémité
ouverte (55) ;
- la découpe de l’emballage (50) dans la région
de la partie terminale (54) de l’extrémité ouverte
(55) ; et
- la création d’une ouverture dans l’emballage
(50) dans la région de la partie terminale (54)
de l’extrémité ouverte (55) ;

comprenant en outre éventuellement l’étape de rin-
çage de l’intérieur de l’emballage (50) avec un gaz
ou un mélange de gaz, le gaz ou le mélange de com-
prenant un gaz inerte ;
dans lequel l’étape de création d’une pression de
vide interne à l’intérieur de la chambre à vide (10)
comprend en outre la sélection de la pression de
vide interne de manière à :

- déterminer un débit de gaz à travers l’ouverture
(14) amenant des couches opposées du film
(21) de l’extrémité ouverte (55) à maintenir une
configuration sensiblement espacée ; et/ou
- aspirer à la fois le gaz provenant de l’intérieur
de l’emballage (50) et le gaz provenant d’une
atmosphère ambiante à travers l’ouverture.
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14. Procédé selon l’une quelconque des revendications
12 à 13, comprenant en outre :

- le guidage de la partie intermédiaire (53) de
l’extrémité ouverte (55) le long d’une longueur
de l’ouverture (14) tout en déplaçant de manière
relative l’un parmi l’emballage (50) et la chambre
à vide (10) par rapport à l’autre ; et/ou
- la création de plissements dans le film (21) au
niveau de l’extrémité ouverte (55) de l’emballa-
ge (50), éventuellement essentiellement à l’in-
térieur d’une région où la partie intermédiaire
(53) de l’extrémité ouverte (55) entre dans la
chambre à vide (10), éventuellement en outre
maintenant les plissements dans le film (21) es-
sentiellement à travers le déplacement de la par-
tie intermédiaire le long de la longueur de
l’ouverture (14) ; et/ou
- la disparition des plissements provenant du film
(21) et/ou de l’aplatissement de celui-ci au ni-
veau de l’extrémité ouverte de l’emballage (50),
éventuellement essentiellement à l’intérieur
d’une région où la partie intermédiaire (53) de
l’extrémité ouverte (55) sort de la chambre à vide
(10) ; et/ou
- la création de plissements allongés dans le film
(21) dans une zone de l’emballage (50) sensi-
blement en contact avec le moyen de déplace-
ment (30), éventuellement comprenant en outre
le fait de permettre le mouvement latéral de l’em-
ballage (50) et/ou du matériau de film au niveau
de l’extrémité ouverte (55) de l’emballage (50)
dans une direction perpendiculaire à la direction
de mouvement (40) de telle sorte qu’un chan-
gement de volume de l’emballage (50) et/ou un
changement de la forme du film (21) de l’embal-
lage (50) tout en déplaçant de manière relative
l’un parmi l’emballage (50) et la chambre à vide
(10) par rapport à l’autre peut être proposé.

15. Appareil d’emballage comprenant :

une station d’évacuation (1) couplée à l’unité de
commande (60) ; et
une station de sortie ; dans lequel
l’unité de commande est conçue pour comman-
der le moyen de déplacement (30) afin de dé-
placer un ou plusieurs emballages (50), chacun
contenant un produit (56) devant être emballé,
en direction de la station d’évacuation (1) et à
travers celle-ci, et en direction de la station de
sortie ; dans lequel la station d’évacuation (1)
comprend un dispositif d’évacuation selon l’une
quelconque des revendications 1 à 11.
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