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Description
Technical Field of the Invention

[0001] The present invention relates to a retort food
pouch, and more particularly to a retort food pouch ca-
pable of easily transferring fluid products such as liquids,
powders, and grains, and especially retort foods includ-
ing liquid foods and the like, into a cup.

Background of the Invention

[0002] Pouches made by methods such as sealing the
edge portions of one or a plurality of films are widely used
as packaging materials for various contents, particularly
fluid contents. A means is sought whereby an opening
portion (a pour spout) capable of reliably pouring out con-
tents to a predetermined position without spillage can be
formed on an upper corner portion of a pouch, without
requiring the use of scissors.

[0003] As a solution to such problems, a refillable
pouch is known (see, for example, JP H7-300146) in
which a notch portion including a groove portion is formed
in a seal portion in which a pour spout is formed, thus
enabling the pouch pour spout to be affixed to the opening
portion of another container to which contents are to be
transferred.

[0004] Pouches with rectangular notch portions are
disclosed in the document US-A-5,795,071.

[0005] Such pouches of the prior art hold liquids and
powders such as liquid detergent and shampoos, and
are constituted of relatively soft materials. In pouches
constituted of relatively soft materials, notch portion hav-
ing the shapes disclosed in the prior art enable easy and
reliable formation of pour spouts, as well as reliable af-
fixing of a pour spout onto the opening portion of another
container to which shampoo or other contents is to be
transferred.

[0006] It has become evident, however, that a similar
effect cannot be obtained using retort food pouches
made of materials having the characteristics sought in
pouches for retort foods, such as strength, retort resist-
ance, oxygen impermeability, and the ease of tearing re-
quired for easy opening.

Disclosure of the Invention

[0007] The present invention was undertaken to re-
solve such issues, and seeks to provide a retort food
pouch which, when constituted of materials having the
characteristics sought in pouches for retort foods, ena-
bles easy and reliable forming of an appropriate pour
spout, and also enables the appropriate affixing of the
formed pour spout to the opening portion of another con-
tainer to which contents are to be transferred.

[0008] According to the presentinvention, a retort food
pouch is closed by an upper heat seal portion, a lower
heat seal portion, and a side heat seal portion, and in-
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cludes a notch portion formed to open toward a side edge
on a top portion of the side heat seal portion so as to form
a content pour spout at a cutting section where a corner
portion between said notch portion and the upper heat
seal portion is cut; said notch portion comprises an ap-
proximately rectangular main body, opening toward the
side edge, and an extended portion having a rectangular
shape, with a semicircular shape at the tip continuously
extending from a lower side section of said main body
portion in the pouch breadth direction; whereby said ex-
tended portion is constituted to receive an upper edge
portion of a wall forming the mouth of another container
into which the retort food is to be transferred, extending
along its axial line in a direction approximately perpen-
dicular to the side edge; and a precut is formed to extend
from the main body portion toward the upper edge at an
angle of 20-80 degrees with respect to the side edge,
with said cutting performed along said precut.

[0009] Inanother preferred embodiment of the present
invention, the main body portion upper edge comprises
a horizontal portion extending at a right angle to the side
edge and a vertical portion extending approximately per-
pendicularly downward from the end of the horizontal por-
tion; the precut extends from the connecting portion be-
tween the horizontal portion and the vertical portion.
[0010] Inanother preferred embodiment of the present
invention, the side edge-side portions at the upper and
lower edge of the main body portion are respectively in-
clined upward and downward.

[0011] Inanother preferred embodiment of the present
invention, the notch portion and the precut are estab-
lished such that the length of the pour spout formed by
the cutting is 15-60 mm.

[0012] Inanother preferred embodiment of the present
invention, the lateral heat seal portion on which the notch
portion is formed is a widened portion of wider width than
the heat seal portion on the side on which the notch por-
tion is not formed.

[0013] Inanother preferred embodiment of the present
invention, the widened portion is formed 10-25 mm away
from the upper edge heat seal portion.

[0014] Inanother preferred embodiment of the present
invention, the pouch is constituted by a metal laminate
film with a multi-layer structure comprising a crystalline
polypropylene resin film/adhesive resin layer including
modified polypropylene/metal foil/adhesive layer/orient-
ed nylon film/adhesive layer/polyester film.

[0015] According to the presentinvention of the above-
described constitution, a retort food pouch is provided
which, when constituted of materials having characteris-
tics required for retort food pouches, permits easy and
reliable formation of an appropriate pour spout and, fur-
ther, permits appropriate affixing of the formed pour spout
to the opening portion of another container into which
contents are to be transferred.
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Brief Description of the Drawings
[0016]

Fig. 1is a side elevation depicting a retort food pouch
in a preferred embodiment of the present invention.
Fig. 2 is an expanded diagram of the portion of Fig.
1 in which a notch in the pouch is formed.

Best Mode for Carrying out the Invention

[0017] Aretortfood pouchaccordingto a preferred em-
bodiment of the present invention is described in detail
below using figures. Fig. 1 is a side view depicting a retort
food pouch according to a preferred embodiment of the
present invention; Fig. 2 is an expanded view depicting
the portion of pouch 1 in which a notch is formed.
[0018] A retort food pouch according to the present
preferred embodiment is manufactured by heat seal
bonding the perimeter portions of two laminate films (only
one is here depicted) having a height of approximately
185 mm and a width of approximately 130 mm. When
the bag is fabricated, only a top edge 4 is open; the two
side edges and the bottom edge are respectively closed
by side heat seal portions 6 and 8 and a lower heat seal
portion 10. In the retort food pouch 1 of the present in-
vention, contents such as food or the like are filled into
the open upper end, whereupon the open upper end is
closed by the upper heat seal portion 12 and the contents
are sealed.

[0019] The retort food pouch 1 takes the form of a
"standing pouch," in which a third laminate film (not de-
picted) is disposed between the bottom edge portions of
two metal laminate films 2 (only one is here depicted),
and the two laminate films 2 and the third laminate film
are bonded so as to form an approximately circular gus-
set.

[0020] The retort food pouch 1 of the present embod-
iment is constituted so as to be easily opened by cutting
off an upper corner portion thereof, such that an opening
is formed in the cut portion which serves as a pour spout
for contents. In the retort food pouch 1 of the present
invention, as depictedin Fig. 1, a notch portion 14 forming
a start-of-cut portion is formed in the upper portion of one
of the side heat seal portions 6. The notch portion 14 is
formed by notching so as to open the side heat seal por-
tion 6 at an upper position separated by a predetermined
distance from the top end 4 of the retort food pouch 1 in
the direction of the side edge 16 (the outward direction).
[0021] The notch portion 14 comprises an approxi-
mately rectangular main body portion 18 opening toward
the side edge 16 and an extended portion 20 which ex-
tends inward as a continuation of the lower portion of the
main body portion 18. The extended portion 20 is dimen-
sioned and shaped so that when transferring a retort food
as pouch contents to another container, the extended
portion 20 can engage the upper edge portion of a wall
which constitutes the opening portion of the other con-
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tainer. In the present embodiment, the extended portion
20 has a rectangular shape with a semicircular shape at
the tip, extending horizontally (in the pouch breadth di-
rection). Also, the extended portion 20 is disposed such
that the axial line x in the lateral direction (depth direction)
thereof extends in a direction approximately perpendic-
ular to the side edge 16.

[0022] As depicted in Fig. 2, portions of the top side
edge (top edge) 18a and bottom side edge (bottom edge)
18b of the main body portion 18 are designed on the side
edge 16 side, as top side inclined portion 18c and bottom
side inclined portion 18d, and respectively slope upward
and downward. Moreover, the top edge 18a is furnished
with a horizontal portion 18e extending from the inside
edge of the top side inclined portion 18c in a direction
approximately perpendicular to the side edge 6.

[0023] The main body portion 18 is provided with a
vertical portion 18f extending approximately perpendic-
ularly downward from the inside edge of the horizontal
portion 18e. Therefore the main body portion 18 is pro-
vided with an approximately right angle corner portion
184, constituted by the mutually perpendicularly extend-
ing horizontal portion 18e and vertical portion 18f.
[0024] In the retort food pouch 1 of the present em-
bodiment, a precut (I-shaped notch) 22 is formed, ex-
tending from the main body portion 18 corner portion 18g
of the notch portion 14 toward the top edge 6. This precut
22 is the portion at which cutting starts when opening the
retort food pouch 1; the precut 22 extension line L be-
comes the cutting line, which is to say the pour spout,
when opening the retort food pouch 1. The precut 22 is
disposed so that its angle with respect to the side edge
6 is 20-80 degrees, and preferably 40-60 degrees.
[0025] AsdepictedinFig. 1, the portion of the side heat
seal portion 6 in which the notch portion 14 is formed is
a widened portion 6a, in order that space to form the
notch portion 14 can be secured, and that a heat seal
portion can be secured with sufficient strength that the
bag will not break even when subjected to shock such
as dropping or the like on the inner side of the notch
portion 14. In the present embodiment, the width w1 of
the side heat seal portion 6 in portions other than the
widened portion 6a is approximately 6 mm, but the width
w2 of the widened portion 6a is set at approximately 10
mm, thus securing a width of approximately 3 mm on the
inner side of the notch portion 14 for the heat seal portion.
A width range for w 1 of 4-12 mm is preferable, as this
range prevents bag breakage and assures an appropri-
ate pouch fill quantity. It is preferable that the width of
the notch portion 14 inner side heat seal portion be 2 mm
or greater, as bag breakage is unlikely to occur when that
width is wider than 2 mm. The value for w2-w1 can be
4-12 mm, and is preferably 4-8 mm.

[0026] As described above, a widened portion 6a is
formed in the upper portion of the side heat seal portion
6; therefore a region 24 extending outward, in which con-
tents are movable, is formed between the widened por-
tion 6a and the upper heat seal portion 12. When a shock
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is imparted to the pouch 1 through dropping or the like,
pouch contents suddenly flow into the region 24 and
stress is concentrated at the edge of region 24, resulting
in potential bag breakage in this portion. It is therefore
preferable to adopt a large height (length in the vertical
direction) for the region 24 and to use a long perimeter
for the region 24 to prevent bag breakage caused by
stress concentration. In the present invention, this height
his 16 mm. The height h should preferably be in a range
of 10-25 mm. In that range, bags will be unlikely to break,
the notch position is not too far below the upper edge of
the pouch, and dimensions are appropriate.

[0027] In the retort food pouch 1 of the present em-
bodiment, the laminate film 2 is broken along a line ex-
tending from the precut 22, using the precut 22 as a start-
of-cut portion, thus forming an opening in the upper por-
tion of the pouch. To move fluid contents quickly and
without spillage to another container however, it is desir-
able for the opening length 1, which is to say the length
of the portion positioned between the side heat seal por-
tion 6 and the upper heat seal portion 12 of the precut
22 extended line L, to be approximately 15-60 mm.
Therefore in the retort food pouch 1 of the present em-
bodiment, the notch portion 14 position, the precut 22
position, and the angle, etc. are set so that the opening
length 1 is approximately 15-60 mm. A range of 2-10 mm
is preferable for the distance between the precut 22 and
the seal edge portion (the starting point for the opening
length). Using this range, the bag will not break starting
from the precut portion during distribution, and users will
be able to easily open the bag.

[0028] Adoption of the above structure not only ena-
bles prevention of bag breakage and improved opening
characteristics, butalso results inimproved pouring char-
acteristics, whereby the unique seal shape of the present
embodiment prevents disturbance of content flow and
liquid spillage when transferring contents to a cup or the
like.

[0029] A material having the characteristics required
for a retort food pouch, such as strength, retort resist-
ance, oxygen impermeability, and the ease of tearing
which forms the basis for ease of opening, for example
a metal laminate film with a multi-layer structure compris-
ing crystalline polypropylene resin film/adhesive resin
layer including denatured polypropylene/metal foil/adhe-
sive layer/oriented nylon film/adhesive layer/polyester
film, is used as a metal laminate film for the pouch of the
present embodiment.

[0030] Examples of the crystalline polypropylene resin
films used in the present invention includes a homopol-
ymer type wherein the films are obtained by polymerizing
polypropylenes only, a copolymer type wherein they are
obtained by copolymerizing ethylenes and the like with
propylenes, and a terpolymer type wherein they are ob-
tained by copolymerizing three kinds of propylenes, eth-
ylenes, and butylenes. For example, they include copol-
ymers which can be produced in accordance with the
production methods described in Japanese Patent Pub-
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lication (JP Kokoku) Nos. Sho 44-16668 or Sho 55-8011,
such as ethylene propylene block copolymers of which
ethylene concentration is 3 to 40 weight% and preferably
5to 30 weight%, melt flow index (MFI) is 0.1 to 40g/10mm
(ASTM-D-1238) and preferably 20g/10mm or less, and
absorbance ratio between 720cm-1 and 731cm-1is 0.5
or larger; and blended compounds with other polyolefin
resins containing 50 weight% or more of the above co-
polymers. The thickness of the crystalline polypropylene
resin films can be optional, and itis preferably 30 to 80p.m.
[0031] Metal foils used in the present invention are
whatever can be easily torn by hands, including forms of
metal sheets and metal films. As for metals, aluminum
is preferable, that is, an aluminum foil is more preferable.
The thickness of the metal foils can be optional as far as
they can be easily torn by hands, and it is preferably
about 3 to 10um.

[0032] As for modified polypropylenes in the adhesive
resin layer including a modified polypropylene used in
the present invention, a carboxylic acid modified poly-
propylene is preferable and a maleic anhydride modified
polypropylene is particularly preferable. In this connec-
tion, the adhesive resin layer including a modified poly-
propylene is preferably in the form of a single layer of a
modified polypropylene resin or in the form of a double
layer having a modified polypropylene resin layer and an
unmodified polypropylene resin layer. Such adhesive
resin layer is used so that the modified polypropylene
resin layer adheres to the metal foil. The unmodified poly-
propylene resin includes ordinary polypropylene resins.
[0033] Inthe presentinvention, itis particularly prefer-
able to use the adhesive resin layer in the form of the
double layer having the modified polypropylene resin and
the unmodified polypropylene resin layer because it is
easy to manufacture and excellent in adhesion to both
of a crystalline polypropylene film and a metal foil, and a
metal laminated film is obtained having the thickness
enough to maintain the strength.

[0034] The thickness of the adhesive resin layer can
be optional as far as it can tightly bond a crystalline poly-
propylene resin film to a metal foil, and it is preferably
about 3 to 30pum. When using the layer in the form of the
double layer having the modified polypropylene resin and
the unmodified polypropylene resin layer, it is preferable
that the modified polypropylene resin is about 1 to 10pm
and the unmodified polypropylene resin layer is about 9
to 20pm. Further, corresponding to the production meth-
ods, the adhesive resin layer can be added as a film and
then welded.

[0035] As for polyester films, polyethylene terephtha-
late and polybutylene terephthalate are preferable. Pol-
yethylene terephthalate is more preferable among them,
and it is preferable to use a film thereof having the thick-
ness of about 9 to 20pm. As for oriented nylon films, it
is preferable to stretch 6 nylon or 66 nylon films and to
use those having the thickness of about 10 to 30pm.
Thus, when setting a oriented nylon film layer between
a polyester film and a metal foil, the strength in forming
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a standing pouch and its independence are improved.
Especially, it is preferable in terms of the easiness in
transferring contents into other containers because the
opening of a pouch does not easily lose its shape. Fur-
ther, benefits are obtained such as that holes are not
easily made on the side of a container because a standing
pouch is not easily torn or damaged on the parts other
than a cutout (e.g. notch) for opening the pouch. Such
material makes pouch resistant to a loss of shape of the
opening.

[0036] As for adhesives used for bonding a metal foil
and a oriented nylon film, and a polyester film and a ori-
ented nylon film, itis preferable to use UV cure adhesives
such as acrylic adhesives and methacrylic adhesives;
and heat-hardening (cure) adhesives such as urethane
adhesives (isocyanate adhesives) and epoxy adhesives.
Among them, heat-hardening adhesives are more pref-
erable as adhesives forming an adhesive layer which ex-
ists on at least one side (preferably both sides) of the
oriented nylon film. In addition, an ink layer may be set
on the adhesive coating surface of a polyester film in
order to indicate the ingredients or the trade name.
[0037] As for adhesives used for bonding a nylon film
to a metal foil or a metal film, those described as the
adhesives used for bonding a polyester film and a orient-
ed nylon film can be used.

[0038] The methods for producing a metal laminated
film used for a retort pouch of the present invention are
not particularly limited, and such film can be produced
by ordinary laminating methods used for producing a re-
tort pouch, such as dry-laminating, by laminating constit-
uent films in any order. The following production method
is particularly preferable.

[0039] As the first multilayer film, three film layers are
produced in accordance with the method described in
Japanese Patent Publication (JP Kokoku) No. Hei
1-54191, consisting of a crystalline polypropylene resin
film, an adhesive resin layer including a modified poly-
propylene, and a metal foil.

[0040] As the second multilayer film, the film is pro-
duced by dry-laminating, consisting the step of bonding
the polyester film to a oriented nylon film through an ad-
hesive layer. Then, the nylon film of the second multilayer
film are bonded to the metal foil of the first multilayer film
by using an adhesive(s) in accordance with dry-laminat-
ing.

[0041] In the present embodiment retort food pouch 1
having the configuration described above, the corner por-
tion of the pouch 1 can be easily parted to form an opening
by cutting the two metal laminate films 2 along the notch
portion 14 precut 22 and the extension line L thereof.
Moreover, by engaging the extended portion 20 of the
notch portion 14 to another container to which the con-
tents of pouch 1 are to be transferred, the pouch 1 can
be reliably affixed with respect to the other containerwhile
pouring out its contents, thereby enabling the contents
to be transferred quickly and reliably to the other contain-
er without spillage.
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[0042] Moreover, the laminate film which forms the
pouch 1 in the present embodiment is comparatively
hard, making it resistant to a loss of shape of the opening
formed by cutting when pouring out the contents, and
thus enabling rapid pouring out.

Claims

1. A retort food pouch closed by an upper heat seal
portion (12), a lower heat seal portion (10), and a
side heat seal portion (6, 8), and including a notch
portion (14) formed to open toward a side edge on
a top portion of the side heat seal portion so as to
form a content pour spout at a cutting section where
a corner portion between said notch portion and the
upper heat seal portion is cut, wherein
said notch portion comprises an approximately rec-
tangular main body (18), opening toward the side
edge, and an extended portion (20) having a rectan-
gular shape, with a semicircular shape at the tip con-
tinuously extending from a lower side section of said
main body portion in the pouch breadth direction;
whereby
said extended portion is constituted to receive an
upper edge portion of a wall forming the mouth of
another container into which the retort food is to be
transferred, and extending along its axial line in a
direction approximately perpendicular to the side
edge;
and a precut (22) is formed to extend from the main
body portion toward the upper edge at an angle of
20-80 degrees with respect to the side edge, with
said cutting performed along said precut.

2. The retortfood pouch according to Claim 1, wherein
the notch comprises a horizontal section in which
the upper edge (18a) of the main body portion ex-
tends at a right angle with respect to the side edge,
and a vertical section (18f) extending approximately
perpendicularly downward from the tip of the hori-
zontal section, and the precut (22) extends from a
connecting portion which connects the horizontal
section and the vertical section.

3. The retort food pouch according to Claims 1 or 2,
wherein the upper edge and the lower edge side
edge sections of the main body portion are respec-
tively inclined upward and downward.

4. Theretortfood pouch according to any one of Claims
1 through 3, wherein the notch portion and the precut
portion are formed in such a way that the length of
the pour spout formed by cutting is 15-60 mm.

5. Theretortfood pouch according to any one of Claims
1 through 4, wherein the side heat seal portion in
which the notch portion is formed is a widened por-
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tion having a width which is wider than the side heat
seal portion where no notch portion is formed.

The retort food pouch according to Claim 5, wherein
the widened portion is formed 10-25 mm apart from
the upper heat seal portion.

The retort food pouch set forth in any one of Claims
1 through 6, comprising a metal laminate film having
a multilayer structure of crystalline polypropylene
resin film/adhesive resin layer including modified
polypropylene/metal foil/ladhesive layer/oriented ny-
lon film/adhesive layer/polyester film.

Patentanspriiche

1.

Beutel flr aufheizbare Nahrungsmittel, der durch ei-
nen oberen HeilRversiegelungsteil (12), einen unte-
ren Heilversiegelungsteil (10) und einen seitlichen
HeiRversiegelungsteil (6, 8) verschlossen ist und ei-
nen Einkerbungsteil (14) aufweist, der so geformt
ist, dass er in Richtung eines seitlichen Randes auf
einem oberen Teil des seitlichen Hitzeversiege-
lungsteils 6ffnet, so dass an einem Schnittbereich,
wo ein Eckteil zwischen dem Einkerbungsteil und
dem oberen Hitzeversiegelungsteil ausgeschnitten
ist, ein Ausguss gebildet wird, wobei

der Einkerbungsteil einen nahezu rechtwinkligen
Hauptkdrper (18), derzum seitlichen Rand hin 6ffnet,
und einen Erstreckungsteil (20) mit einer rechtwink-
ligen Form und einer Halbkreisform an der Spitze
umfasst, der sich von einem unteren Seitenabschnitt
des Hauptkdrperteils in Richtung der Breite des Beu-
tels erstreckt, wobei der Erstreckungsteil so ausge-
staltet ist, dass er einen oberen Randteil einer Wand,
die die Mindung eines weiteren Behalters bildet, in
den das aufheizbare Nahrungsmittel Giberfihrt wer-
den soll, aufnimmt und sich entlang der axialen Linie
in einer nahezu senkrechten Richtung zu dem Sei-
tenrand erstreckt;

und ein Zuschnitt (22) gebildet ist, der sich von dem
Hauptkdrperteil zu dem oberen Rand mit einem Win-
kel von 20-80°, bezogen auf den Seitenrand, er-
streckt, wobei der Schnitt entlang diesem Zuschnitt
durchgefihrt wird.

Beutel fur aufheizbare Nahrungsmittel nach An-
spruch 1, wobei die Einkerbung einen horizontalen
Abschnitt, wobei der obere Rand (18a) des Haupt-
korperteils sich in bezug auf den Seitenrand im rech-
ten Winkel erstreckt, und einen vertikalen Abschnitt
(18f) umfasst, der sich etwa senkrecht von der Spitze
des horizontalen Abschnitts nach unten erstreckt,
und wobei der Zuschnitt (22) sich von einem Verbin-
dungsteil aus erstreckt, der den horizontalen Ab-
schnitt und den vertikalen Abschnitt verbindet.
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3.

Beutel fir aufheizbare Nahrungsmittel nach An-
spruch 1 oder 2, wobei die Abschnitte des oberen
Randes und des unteren seitlichen Randes des
Hauptkérperteils nach oben bzw. nach unten geneigt
sind.

Beutel fur aufheizbare Nahrungsmittel nach einem
der Anspriche 1 bis 3, wobei der Einkerbungsteil
und der Zuschnittteil auf eine solche Weise gebildet
worden sind, dass die Lange des durch Schneiden
gebildeten Ausgusses 15-60 mm ist.

Beutel fur aufheizbare Nahrungsmittel nach einem
der Anspriche 1 bis 4, wobei der seitliche Hitzever-
siegelungsteil, worin der Einkerbungsteil gebildet
wird, ein verbreiterter Teil mit einer Breite ist, die
groReristals der seitliche Hitzeversiegelungsteil, wo
kein Einkerbungsteil gebildet worden ist.

Beutel fir aufheizbare Nahrungsmittel nach An-
spruch 5, wobei der verbreiterte Teil 10-25 mm von
dem oberen Hitzeversiegelungsteil entfernt gebildet
ist.

Beutel fiir aufheizbare Nahrungsmittel nach einem
der Anspriiche 1 bis 6, welcher eine Metalllaminatfolie
mit einer Mehrschichtstruktur aus kristalliner Polypro-
pylenharzfolie/Klebeharzschicht, einschliellich mo-
difiziertem Polypropylen/Metallfolie/Klebeschicht/Fo-
lie aus orientiertem Nylon/- Klebeschicht/Polyester-
folie umfasst.

Revendications

1.

Sachet pour aliments stérilisés fermé grace a une
partie de joint thermique supérieure (12), une partie
de joint thermique inférieure (10) et une partie de
jointthermique latérale (6, 8) et comprenant une par-
tie d’encoche (14) réalisée pour s’ouvrir vers un bord
latéral sur une partie supérieure de la partie de joint
thermique latérale afin de former un bec verseur de
contenu au niveau d’une section de découpe ol une
partie de coin entre ladite partie d’encoche etla partie
de joint thermique supérieure est découpée, dans
lequel

ladite partie d’'encoche comprend un corps principal
approximativement rectangulaire (18), s’ouvrant
vers le bord latéral, et une partie étendue (20) ayant
une forme rectangulaire, avec une forme semi-cir-
culaire a la pointe, s’étendant en continu d’'une sec-
tion latérale inférieure de ladite partie de corps prin-
cipal dans le sens de la largeur du sachet ; moyen-
nant quoi

ladite partie étendue est constituée de maniére a
recevoir une partie de bord supérieur d’une paroi
formant le goulot d’'un autre récipient dans lequel
I'aliment stérilisé doit étre transféré, et s'étendant le
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long de la ligne axiale dans une direction approxi-
mativement perpendiculaire au bord latéral;

et une pré-découpe (22) est formée de maniére a
s’étendre depuis la partie de corps principal vers le
bord supérieur a un angle de 20 a 80 degrés par
rapport au bord latéral, ladite découpe étant réalisée
le long de ladite pré-découpe.

Sachet pour aliments stérilisés selon la revendica-
tion 1, dans lequel 'encoche comprend une section
horizontale dans laquelle le bord supérieur (18a) de
la partie de corps principal s’étend en formant un
angle droit par rapport au bord latéral et une section
verticale (18f) s’étendant a peu prés perpendiculai-
rement vers le bas depuis la pointe de la section
horizontale, et la pré-découpe (22) s’étend depuis
une partie de liaison qui relie la section horizontale
et la section verticale.

Sachet pour aliments stérilisés selon la revendica-
tion 1 ou 2, dans lequel les sections de bord supé-
rieur, de bord inférieur et de bord latéral de la partie
de corps principal sont respectivement inclinées
vers le haut et vers le bas.

Sachet pour aliments stérilisés selon I'une quelcon-
que des revendications 1 a 3, dans lequel la partie
d’encoche et la partie prédécoupée sont formées de
telle maniére que la longueur du bec verseur formé
par la découpe soit de 15 a 60 mm.

Sachet pour aliments stérilisés selon 'une quelcon-
que des revendications 1 a 4, dans lequel la partie
de joint thermique latérale dans laquelle est formée
la partie d’encoche est une partie élargie ayant une
largeur qui est plus large que la partie de joint ther-
mique latérale ou aucune partie d’encoche n’est for-
mée.

Sachet pour aliments stérilisés selon la revendica-
tion 5, dans lequel la partie élargie est formée a une
distance de 10 & 25 mm de la partie de joint thermi-
que supérieure.

Sachet pour aliments stérilisés selon 'une quelcon-
que des revendications 1 & 6, comprenant un film de
stratifié métallique ayant une structure multicouche
de film en résine de polypropyléne cristallin/couche
de résine adhésive comprenant du polypropyléne
modifié/feuille métallique/couche adhésive/film de
nylon orienté/couche adhésive/film de polyester.
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