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(jj)  A  method  and  device  for  v-.  ip  packaging  of  articles. 
The  invention  relates  to  a method  of  wrap  packaging  of 

an  article,  comprising  the  steps  of  adhering  a tear tape  onto  a 
wrap  film  web,  making  cuts  in  the  tear  tape  area  of  said  film 
so  as  to  form  at least  one  tear  tab,  folding  the  film  web  into  a 
tube  around  the  article  to  be  wrapped,  closing  said  tube  in 
the  longitudinal  dorection  by  connecting  the  longitudinal 
edges  of  said  tube  one  to  another  and  closing  the  tube  ends 
by  flat  squeezing  and  cross-sealing  the  tube  end  portions, 
the  improvement  consisting  therein,  that  the  tab  forming 
cuts  are  made  in  a  location  such  that the  tear tab  falls  within 
a  cross-sealing  area,  the  cross-sealing  procedure  being 
performed  in  such  a  way,  that  the  tear  tab  is  kept  loose  from 
the  underlying  tube  wall  portion  in  said  area. 



The  invent ion   r e l a t e s   to  a  method  of  wrap  packaging  of  an 

a r t i c l e ,   comprising  the  steps  of  adhering  a  tear   tape  onto  a  wrap 
film  web,  making  cuts  in  the  tear  tape  area  of  said  film  so  as  to  form 

at  l eas t   one  tear   tab,  folding  the  film  web  into  a  tube  around  t he  

a r t i c l e   to  be  wrapped,  c los ing  said  tube  in  the  long i tud ina l   d i r e c t i o n  

by  connecting  the  l o n g i t u d i n a l   edges  of  said  tube  one  to  another  and 

closing  the  tube  ends  by  f l a t   sqeezing  and  c r o s s - s e a l i n g   the  tube  end 

p o r t i o n s .  
A  method  of  this   kind  is  disclosed  in  US  p a t e n t 4 . 2 0 3 . 2 7 0 .  

In  this   well-known  method  the  tear  tab  forming  cuts  are  made  at  a 
locat ion  such  that  a f t e r   c ross - sea l ing   of  the  end  port ions  of  t h e  

tube  the  tear  tab  appears  in  the  tube  wall  at  a  locat ion  between  t h e  

two  c ross - sea led   areas.   As  a  consequence  of  this   there  is  an  air  l eakage  

opening  formed  by  the  tear   tab,  which  makes  this   wrapping  method 

unsui table   for  various  types  of  a r t i c l e s ,   such  as  foods .  

The  invent ion   aims  at  improving  the  well-known  method  so  as  
to  become  su i t ab le   for  wrap  packaging  of  the  a r t i c l e s   of  all  k i n d s ,  

including  products  which  require   to  be  wrapped  in  an  a i r - t i g h t   manner. 
The  improvement  according  to  the  present  invention  consis ts   t h e r e i n  

that  the  tab  forming  cuts  are  made  in  a  locat ion  such  that  the  t e a r  

tab  f a l l s   within  a  c r o s s - s e a l i n g   area,  the  c r o s s - s e a l i n g   procedure  

being  performed  in  such  a  way,  that  the  tear  tab  is  kept  loose  from  t h e  

underlying tube  wall  por t ion  in  said  area .  

By  the  improved  method  according  to  the  invention  an  a i r - t i g h t  

wrapper  is  obtained  while  the  tear  tab  f a c i l i t i e s   are  not  af fected  i n  

comparison  with  a  wrapper  obtained  by  the  well-known  method  above  r e f e r r e d  

t o .  
The invent ion  also  re la tes   to  a  device  for  conducting  t h e  

method  according  to  the  invent ion,   comprising  conveyor  means  for  f e e d i n g  

a  flow  of  a r t i c l e s   in  longitudinally spaced  r e l a t i o n s h i p   towards  a  f o l d i n g  

s ta t ion   located  in  the  t r a v e l l i n g   path of  the  a r t i c l e s ,   f i r s t   and  second 

means  for  supplying  a  wrap  film  web  and  a  tear  tape respect ively  towards 

an  intermediary  s t a t i o n ,   means  in  said  s ta t ion   for  adhering  said  web  and 

said  tape  one  to  another,   cu t t ing   means  in  said  s t a t ion   located  downstream 

of  said  adhering  means  adapted  for  making  tear  tab  forming  c u t s  
in  the  tear  tape  area  of  said  web  at  i n t e rva l s   corresponding  to  t h e  



in te r spac ing   of  the  a r t i c l e s   on  said  conveyor  means,  guide  means  f o r  

supplying  the  composite  wrap  film  web  from  said  in termediary  s t a t i o n  

towards  said  folding  s t a t ion ,   the  l a t t e r   comprising  means  adapted  t o  

fold  the  web  into  a  tube  around  the  a r t i c l e s ,   means  for  l o n g i t u d i n a l l y  

closing  said  tube  by  connecting  the  long i tud ina l   edges  of  the  tube  one 
to  another  and  means  for  c ros s - sea l ing   the  tube  in  the  areas  between 

successive  a r t i c l e s ,  t h e   improvement  cons is t ing   t h e r e i n ,  t h a t   s a i d  

cut t ing  means  are  con t ro l l ed   in  such  timed  r e l a t i o n s h i p   with  s a i d  

conveyor  means  and  c r o s s - s e a l i n g   means,  that   the  tear  tabs  formed  a r e  

f a l l i n g   within  the  c r o s s - s e a l i n g   areas,  while  said  c ros s - sea l ing   means 

are  const ructed  to  prevent  the  tear  tabs  from  being  sealed  to  t he  

opposite  tube  wall  p o r t i o n .  

The  invention  also  r e l a t e s   to  a  wrapped  package,  comprising 

a  tube  of  a  f l ex ib le   the rmo-p las t i c   mater ia l ,   more  p a r t i c u l a r l y   a  h e a t  

sealable  mater ia l ,   folded  around  an  a r t i c l e   and  l o n g i t u d i n a l l y   c losed  

by  seal ing  the  long i tud ina l   edges  of  the  tube  one  to  another,   t he  

terminal  end  por t ions   of  said  tube  being  sqeezed  f l a t   and  c r o s s - s e a l e d ,  

a  tear   tape  extending  l ong i t ud ina l l y   of  said  tube,  while  in  at  l e a s t  

one  of  the  c ross - sea led   areas  a  pair  of  cuts  are  made  along  the  

l ong i tud ina l l y   edges  of  the  tear  tape,  so  as  to  form  a  tear  tab  ex tending  

loosely  from  said  c ros s - sea l ed   a r e a .  
Further  c h a r a c t e r i s t i c s   of  the  invention  will   be  h e r e i n a f t e r  

fur ther   explained  with  reference  to  the  accompanying  drawings,  in  which 

Fig.  1  represents   a  diagramatic  side  e leva t ion   of  a  device  

according  to  the  i n v e n t i o n ;  

Fig.  2  is  a  side  e levat ion  of  the  two  cooperat ing  jaws  of  t h e  

c ros s - sea l ing   device  and  a  plan  view  of  the  seal ing  surface  of  one  o f  

said  jaws  r e spec t ive ly   and 

Fig.  3  shows  a  perspect ive   of  a  package  wrapped  in  accordance 

with  th is   i n v e n t i o n .  

The  device  shown  in  Fig.  1  is  designed  for  wrap  packaging  o f  

a  continuous  flow  of  a r t i c l e s   3,  such  as  packages  of  thin  products,  e . g .  
wafers  and  s imilar   bakery  p roduc t s .  

with  reference  to  Fig.  1  of  the  drawings  1 designates  a  wheeled 

;  frame  carrying  an  oblong  supporting  plate  for  the  a r t i c l e s   3  to  be 

wrapped.  The  device  fu r ther   comprises  a  s ta t ion   4  for  the  supply  of  t he  

wrapping  film  web  5  and  a  folding  s ta t ion  6.  The  wrap  film  web  5  s u p p l i e d  



from  the  s t a t i on   4  towards  the  folding  s t a t ion   6  is  a  composite  of  a 

plain  film  web  5'  paying  off  from  a  reel  14  and  a  tear  tape  5"  paying 
off  from  a  reel  15.  The  web  5',  which  may  e.g.  consist   of  a  heat  s e a l a b l e  

p l a s t i c ,   and  the  tear  tape  5"  are  each  guided  to  pass  over  and  under 

a  series  of  guide  r o l l e r s   towards  an  in termediary  s ta t ion   4a  at  which 

the  web  5'  and  tape  5"  are  adhered  one  to  another  e.g.  by  supp ly ing  
heat  in  the  area  ind ica ted   at  x.  The  composite  wrap  film  web  5  t hen  

passes  through  a  punch  cut t ing  s t a t i on   4b,  in  which  U-shaped  c u t t i n g s  

are  made  into  the  web  5  at  i n t e r v a l s   which  correspond  to  the  d i s t a n c e s  

between  the  ind iv idua l   a r t i c l e s   3  and  such  that  the  "legs"  of  the  U-shaped 

cut t ings   each  extend  along  an  edge  of  the  tear  tape  5". 

Said  cu t t ings   are  made  by  means  of  a  punch  r o l l e r   16  which  i s  

driven  in  the  arrow  d i rec t ion   by  means  not  shown  in  the  drawing  and  which 

carr ies   three  uniformly  and  c i r c u m f e r e n t i a l l y   spaced  punches.  The  punch 
ro l l e r   16  cooperates   with  a  backing  r o l l e r   17,  which  is  spr ing-mounted 

on  the  other  side  of  the  t r a v e l l i n g   path  of  the  web  5. 

Thus  the  composite  web  5  leaving  the  punch  cut t ing  s t a t i o n  

4b  and  en te r ing   the  s t a t ion   4  for  fu r the r   t r a n s p o r t a t i o n   towards  t he  

folding  s t a t i on   6  is  provided  with  a  continuous  ser ies   of  un i fo rmly  

spaced  tear   t a b s .  

The  a r t i c l e s   3  which  are  deposited  on  the  l e f t   hand  end  of  the  

supporting  p la te   2  are  fed  along  the  l a t t e r   in  mutually  spaced  r e l a t i o n s h i p  

towards  the  folding  s ta t ion   6  by  means  of  an  endless  conveyor  7  mounted 

under  the  p la te   2  and  adapted to  be  driven,  by  means  not  shown  in  t h e  

drawing,  in  the  arrow  d i rec t ion-   For  this  purpose  the  conveyor  7  c a r r i e s  

a  p l u r a l i t y   of  s e r i a l l y   arranged  pusher  members adapted  to  extend  from 

the  upper  run  of  the  conveyor  upwardly  through  a  long i tud ina l   s lot   i n  

said  plate  2  and to  engage  the  t r a i l i n g   end  of  an  a r t i c l e   3. 

The  wrap  film  web  5  supplied  from  the  s ta t ion   4  is  formed 

within  the  folding  s ta t ion   6  into  a  tube  or  wrapper .10  which  encases  t he  

a r t i c l e s   3.  Said  wrapper  is  then  l o n g i t u d i n a l l y   closed  around  s a i d  

a r t i c l e s   by  means  of  sealing  r o l l e r s   9  arranged  in  pai rs   of  coope ra t i ng  

ro l l e r s   on  e i t he r   side  of  the  long i tud ina l   closure  seam  and  having  t h e i r  

axes of  r o t a t i o n   posi t ioned  in  a  v e r t i c a l   plane  and  perpendicu lar   t o  

the  axis  of  the wrapper.   The  l ong i tud ina l   edges  of  the  web  5  are  g r ipped  

by  and  pressed  together   between  the  cooperating  sealing  r o l l e r s ,   while  be ing  



sealed  under  supply  of  heat.  The  seal ing  r o l l e r s   9  s imultaneously  func t ion  

as  t ranspor t   r o l l e r s   for  the  web  5  and  the  wrapper  formed  the re f rom.  

The  wrapper  or  tube  10  emanating  from  the  r ight   hand  end  o f  

the  s ta t ion   6  is  then  c ross-sea led   in  the  zones  between  the  a r t i c l e s   encased 

by  the  wrapper  3.  Said  c ross - sea l ing   procedure  is  effected  by  means  o f  

a  pair  of  c r o s s - s e a l i n g   jaws  11,  comprising  an  upper  and  a  lower  jaw  l l a  

and  11b  r e spec t i ve ly .   The  sea l ing  jaws  l la  and  11b  are  driven  in  o p p o s i t e  

d i rec t ions   about  axes  13  and  in  such  timed  r e l a t i o n s h i p   with  the  t r a v e l l i n g  

speed  of  the  wrapper  10  that   said  jaws  wil l   p e r i o d i c a l l y   meet  in  t h e  

intermediary  spaces  between  successive  a r t i c l e s   3  so  as  to  sqeeze  and 

cross-sea l   the  superimposed  wall  por t ions   of  the  wrapper  10  in  s a i d  

intermediary  s p a c e s .  

Turning  back  to  the  cut t ing  opera t ion   in  the  cut t ing  s t a t i o n  

4b,  the  punch  r o l l e r   16  is  driven  in  such  timed  r e l a t i o n s h i p   with  t he  

c ross - sea l ing   jaws  l la ,   lib,  that  the  tear   tabs  19  fa l l   within  the  c r o s s -  

sealing  areas  between  the  successive  a r t i c l e s .   In  order  to  prevent  t he  

tabs  19  from  being  hea t -sea led   to  the  underlying  tube  wall  port ion  when 

passing  between  the  jaws  11b,  llb,  the  upper  jaw  l l a  has   been  r e c e s s e d  

at  18,  i .e .   at  the  locat ion  where  the  tabs  19  get  successively  between 

the  cooperating  jaw  surfaces.   Due  to  the  recess  18  there  will  be  no 

heating  of  t h e  m a t e r i a l   of  the  tabs  19,  so  that  they  will  remain  f r e e l y  

p ro jec t ing . f rom  the  plane  of  the  respec t ive   c ross - sea led   a r e a s .  
The  seal ing  jaws  11a,  11b  are  fu r the r   provided  with  coopera t ing  

cutt ing  blades  12  extending  t ransverse   to  the  t r a v e l l i n g   d i rec t ion   o f  

the  a r t ic les ,   and  adapted  to  sever  the  c ro s s - s ea l ed   wrapper  i n t o  i n d i v i d u a l  

wrapped  packages  3a. 

In  the  example  shown  in  the drawing  the  recess  18  is  p rov ided  

on  the  r ight   hand  side  of  the  c u t t e r  b l a d e s  1 2   (see  Fig.  1  and  2)  so  t h a t  

a  tab  19  is  formed  in  the  upstream  c ross - sea led   end  port ion  of  each  wrapped 
package  3a. 

It  wil l   be  understood,  however,  that  the  recess  18  might  
extend  on  both  sides  of  the  cut t ing  blades  12.  In  that  case  i t   would 

be  enough  for  the  punch  ro l l e r   16  to  make  two  p a r a l l e l   cut t ings  i n s t e a d  

of  a  U-shaped  cu t t ing   in  each  intermediary  space  or  in  a l t e r n a t i n g  

intermediary  spaces  between  the  successive  a r t i c l e s .   The  severing  a c t i o n  

of  the  blades  12  would  then  simultaneously  r e su l t   in  forming  two  a d j a c e n t  
tear  tabs,  viz.  one  tab  in  the  upstream  c ros s - sea l ed   end  of  the  package 
3a  just  severed  from  the  wrapper  and  a  second  tab  in  the   downstream  c r o s s -  
sealed  end  port ion  of  the  following  package  3a  to  b e  s e v e r e d .  



1.  A  method  of  wrap  packaging  of  an  a r t i c l e ,   comprising  the  

steps  of  adhering  a  tear  tape  onto  a  wrap  film  web,  making  cuts  in  t h e  

tear  tape  area  of  said  film  so  as  to  form  at  least   one  tear  tab,  f o l d i n g  
the  film  web  into  a  tube  around  the  a r t i c l e   to  be  wrapped,  closing  s a i d  

tube  in  the  l ong i tud ina l   d i r e c t i o n   by  connecting  the  longi tud ina l   edges  of  s a i d  

tube  one  to  another  and  closing  the  tube  ends  by  f la t   sqeezing  and  c r o s s -  

seal ing  the  tube  end  por t ions ,   the  improvement  consis t ing  there in ,   t h a t  

the  tab  forming  cuts  are  made  in  a  locat ion  such  that  the  tear  tab  f a l l s  

within  a  c r o s s - s e a l i n g   area,  the  c r o s s - s e a l i n g   procedure  being  performed 

in  such  a  way,  that   the  tear  tab  is  kept  loose  from  the  underlying  tube  

wall  portion  in  said  a r e a .  

2.  A  method  of  wrap  packaging  a r t i c l e s   which  are  supplied  in  a 

flow  of  s e r i a l l y   spaced  a r t i c l e s ,   comprising  the  steps  of  adhering  a 
continuous  tear  tape  onto  a  continuous  wrap  film  web,  making  tear  t ab  

forming  cuts  in  the  tear   tape  area  of  said  film  and  i n t e rva l s   which 

correspond  to  the  i n t e r spac ing   of  the  a r t i c l e s   in  said  flow,  f o l d i n g  

the  web  into  a  tube  around  the  a r t i c l e s   to  be  wrapped,  closing  s a i d  

tube  in  the  l ong i tud ina l   d i r ec t ion   by  connecting  the  longi tud ina l   edges 

of  said  tube  one  to  another  and  c ro s s - s ea l i ng   the  tube  in  the  s u c c e s s i v e  

in t e r space -a reas   between  the  a r t i c l e s ,   while  severing  the  wrapper  i n t o  

indiv idual   wrapped  packages,  the  improvement  consis t ing  there in ,   t h a t  

the  tab  fcrwing  cuts  are  made  in  such  timed  r e l a t i onsh ip   with  t h e  

supply  of  the  a r t i c l e s   to  be  wrapped  and  the  c ross - sea l ing   action  t h a t  

the  tear  tabs  fal l   within  c ros s - sea l ing   areas,  while  the  c r o s s - s e a l i n g  

procedure  is  performed  in  such  a  way,  that  the  tear  tabs  are  kept  l oose  

from  the  underlying  tube  wall  por t ions   in  said  a r e a s .  

3.  A  method  according  to  claims  1  and  2,  charac ter ized   in  t h a t  

U-shaped  cut t ings  are  made. 

4.  A  method  according  to  claim  2 ,  c h a r a c t e r i z e d  i n   that   two 

pa ra l l e l   cut t ings  are  made  at  each  tab  forming  location  and  that   t h e  

severing  of  the  tube  into  individual   wrapped  packages  is  accompanied 

by  the  forming  of  two  adjacent  tear  t a b s .  

5.  A  device  for  wrap  packaging  of  a r t i c l e s ,   comprising  conveyor 

means  for  feeding  a  flow  of  a r t i c l e s   in  l ong i tud ina l ly   spaced  r e l a t i o n s h i p  

towards  a  folding  s t a t ion   located  in  the  t r a v e l l i n g   path  of  the  a r t i c l e s ,  



f i r s t   and  second  means  for  supplying  a  wrap  film  web  and  a  tear  t a p e  

r e spec t ive ly   towards  an  intermediary  s t a t i o n ,   means  in  said  s t a t ion   f o r  

adhering  said  web  and  said  tape  one  to  another,   cutt ing  means  in  s a i d  
s ta t ion   located  downstream  of  said  adhering  means  adapted  for  making 
tear  tab  forming  cuts  in  the  tear  tape  area  of  said  web  at  i n t e r v a l s  

corresponding  to  the  in te rspac ing   of  the  a r t i c l e s   on  said  conveyor  means, 
guide  means  for  supplying  the  composite  wrap  film  web  from  s a i d  

intermediary  s t a t ion   towards  said  folding  s t a t i on ,   the  l a t t e r   compris ing 

means  adapted  to  fold  the  web  into  a  tube  around  the  a r t i c l e s ,   means 
for  l o n g i t u d i n a l l y   closing  said  tube  by  connecting  the  l o n g i t u d i n a l  

edges  of  the  tube  one  to  another  and  means  for  c ross - sea l ing   the  tube  in  t h e  

areas  between  successive  a r t i c l e s ,   the  improvement  consis t ing  t h e r e i n ,  
that  said  cu t t ing   means  are  cont ro l led   in  such  timed  r e l a t i o n s h i p   w i th  

said  conveyor  means  and  c ross - sea l ing   means,  that   the  tear  tabs  formed 

are  f a i l ing   within  the  c ross - sea l ing   areas,   while  said  c ros s - sea l ing   means 

are  cons t ruc ted   to  prevent  the  tear  tabs  from  being  sealed  to  the  o p p o s i t e  
tube  wall  p o r t i o n .  
6.  A  device  according  to  claim  5,  in  which  the  c r o s s - s e a l i n g  
device  comprises  two  cooperating  jaws  which  are  mounted  for  r o t a t i on   i n  

opposite  d i r ec t i ons   so  as  to  p e r i o d i c a l l y   meet  in  a  sealing  p o s i t i o n ,  

means  being  provided  to  raise  the  temperature  of  said  jaw  to  a  h e a t  

sealing  level ,   at  leas t   one  of  said  jaws  being  recessed  at  a  l o c a t i o n  

corresponding  to  the   location  at  which  the  successive  tabs  will  p a s s  
between  the  jaws,  said  recess  being  e f f ec t i ve   to  prevent  the  superimposed 
tube  wall  por t ions   to  be  sealed  at  that   l o c a t i o n .  

7.  A  device  according  to  claim  6,  charac ter ized   in  that   t h e  

cooperating  seal ing  jaws  are  provided  with  cooperating  cutter   b l a d e s  

extending  t ransverse   to  the  t r a v e l l i n g   d i r ec t ion   of  the  a r t i c l e s ,   s a i d  

cu t te r   blades  dividing  said  recessed  por t ion  of  the  jaw  into  equa l  

s e c t i o n s .  

8.  A  wrapped  package,  comprising  a  tube  of  a  f lex ib le   t h e r m o - p l a s t i c  

mater ia l ,   more  p a r t i c u l a r l y   a  heat  sealable   mater ia l ,   folded  around  an 
a r t i c l e   and  l ong i tud ina l ly   closed  by  seal ing  the  longi tudinal   edges  of  t he  

tube  one  to  another,  the  terminal  end  por t ions   of  said  tube  being  sqeezed 

f la t   and  c ross - sea led ,   a  tear  tape  extending  long i tud ina l ly   of  said  t ube ,  

while  in  at  leas t   one  of  the  c ross - sea led   areas  a  pa i r   of  cuts  are  made 

along  the  l o n g i t u d i n a l l y   edges  of  the  t e a r - t a p e ,  s o   as  to  form  a  tear   t a b  

extending  loosely  from  said  c ross - sea led   a r e a .  






