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Description

Field of the Invention

This invention relates to improved packaging and
relates particularly but not exclusively to improved
packaging where the goods therein such as fresh
meats and/or other like goods are skin wrapped and
which contains a gas to enhance the keeping proper-
ties of the goods packaged therein.

Description of the Prior Art

Skin wrapping/packaging is a technique where
goods such as meat can be packaged and where sub-
stantially all of the air and/or gases which surround
the meat or other goods is evacuated.

US-A-4,201,030 to Mahaffy et al. discloses pack-
aging for making vacuum or gas filled enclosures.
Typically the packaging is for sealing sliced meat. This
specification makes no reference to providing a lid
over the packaging with a space between the lid and
a skin packing web and charging that space with a gas
which can permeate the skin and enhance the keep-
ing properties of the packaged goods. It further does
not disclose stretching of the skin over the goods
while tension is applied to the skin whereby to cause
a substantially continuously applied tension to the
skin and sealing that skin to the base at positions
below the tops of the meat so that the meat is tightly
held to the base.

US-A-4,114,348 to Mahaffy et al. is similar in dis-
closure content to that in relation to the prior men-
tioned US-A-4,201,030 in that it does not dislcose
placing a lid over the package and providing a space
in the lid which contains a gas which can permeate a
skin and enhance preservation of the goods which are
packaged. In addition, it does not disclose that the
goods are retained in compression under the skin by
the skin being bonded to the base at positions below
the top of the goods while tension is applied thereto
to cause the tension to be substantially continuously
applied to the skin to maintain the goods held tightly
to the base.

US-A-3,481,100 to Bergstrom discloses packag-
ing for goods where the goods are packed with a gas
which can enhance the keeping of the goods. There
is no disclosure of providing a skin which packages
the goods of a gas permeable nature so that the gas
in the package can permeate the skin to ehance the
keeping properties of the goods. In addition, there is
no disclosure that the goods are retained in compres-
sion under the skin by the skin being bonded to the
base at positions below the top of the goods while ten-
sion is applied thereto, whereby to cause a tension to
be substantially continuously applied to the skin to
maintain the goods held tightly to the base.

Figures 1 and 2 show a form of plastics material
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packaging which has been proposed hitherto and
which is generally disclosed in PCT Patent Appli-
cation WO-A- 87/02965 in the name A.J.M. Garwood
and Garwood Limited. In this packaging there is pro-
vided a plastics material base 1 with goods 3 such as
fresh meat, fish, poultry and/or vegetables packaged
therein. The base 1 has a peripheral lip 5 and the
upper surface of the goods 3 is shown lower than the
the lip 5. A skin wrapping plastics material 7 is fitted
over the goods 3 and is bonded to the peripheral lip 5
as by welding or the like bonding techniques. The skin
wrapping 7 extends downwardly from the lip 5 and
closely surrounds the upper surface of the goods 3 so
that substantially all air and/or gases are excluded
from the space between the base 1 and the skin 7. A
plastics material lid 9 is provided over the skin 7 and
is bonded to the base 1 around the peripheral lip 5. A
space 11 is provided between the lid 9 and the skin 7.
The space 11 can contain a gas which will assist the
keeping of the packaged goods 3. In this connection
the gas can be either, or a combination of gas such as
0O,, N,, CO, which can enhance the colour and keep-
ing qualities of the packaged goods 3 such as red
meats.

The plastics material for the base 1, the skin 7 can
be clear plastics materials. Typically the base 1 is
PVC, the skin 7 is a co-extruded plastic such as
PE/EVA and the lid 9 is a plastics material such as
PVC/PE. The base 1, the skin 7 and/or the lid 9 may
be multi-layered webs where selective plastics mate-
rials are employed to enable suitable bonding as by
heat bonding caused by, for example, a heat bank or
by RF welding, and to enable selective exclusion
and/or transmission of gases through the various
webs and particularly skin web 7.

It has been found that a skin wrapping in a pack-
aging of the type shown in Figures 1 and 2 is not totally
desirable because the skin wrapping 7 is not continu-
ously maintained in a positively held tension arrange-
ment across the goods 3. Thus, the PE/EVA material,
skin 7 can after a period of time, can be displaced
somewhat from the goods 3. This problem is exacer-
bated by the fact that after a period of time gas per-
meates under the skin 7 so that a gas pressure
differential above and below the skin 7 is equal. The
movement of the goods 3 during shipping tends to
make the skin 7 loose, and this detracts from the
appearance of the package.

Statement of the Invention

Accordingly, the present invention attempts to
provide an improved packaging where the skin ma-
terial is maintained under tension in contact with the
goods at all times.

Therefore, according to a first broad aspect of the
present invention there may be provided a plastics
material packaging for meat or other like goods com-
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prising, a base of plastics material, meat or other like
goods on said base, a plastics material skin wrapping
overlaying the meat or other like goods on said base,
said skin being bonded to said base around the
periphery of said base, and a lid of plastics material
fitted over said skin and bonded relative to said base
around the periphery of said base, there being a
space between said lid and said skin, a gas in said
space which will enhance the keeping qualities of the
packaged goods, said meat or other like goods being
retained in compression under said skin by said skin
bearing thereon, whereby to cause a tension to be
applied to said skin to maintain said skin and said
meat or other like goods in close skin wrapping rela-
tion.

In accordance with a further broad aspect of the
present invention there may be provided a method for
producing a packaging of the above type comprising,

providing a plastics material base,

providing meat or other like goods on said
base,

providing a plastics material skin wrapping
over said meat or other like goods,

compressing the meat or other like goods by
causing the skin to overlay said meat or other like
goods,

then bonding said skin to said base around the
periphery of said base whilst maintaining the com-
pression relationship,

placing a lid of plastics material over said skin
and bonding it relative to said base, there being a
space between said lid and said skin and a gas in
space which will enhance the keeping qualities of the
packaged goods,

said skin being maintained under tension by
the bonding and by the outwardly directed forces
applied thereto consequent on the compression of
said meat or other like goods by said skin.

Most preferably the method also includes the step
of applying inwardly directed forces to the meat or
other like goods at the region where the bonding is to
be effected between the skin and the base, said
inwardly directed forces being to move the meat or
other like goods away from the surfaces where the
bonding is to occur. Most preferably these inwardly
directed forces are applied by means which engage
with the outermost surface of the skin relative to said
meat or other like goods and apply forces inwardly
across the package.

According to a further broad aspect of the present
invention there may be provided a heated platen for
a skin wrapping apparatus for packaging goods to
enable subsequent skin wrapping and bonding of the
skin wrapping material to a base member in which
goods are skin packaged, said platen comprising a
first section defining an area where bonding of skin
wrapping material is to occur and a second section
where skin wrapping is to occur, said platen being
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movable towards said skin wrapping material to heat
the same whereby the areas to be bonded are heated
to a bonding temperature, and where the areas to be
skin wrapped are heated to a skin wrapping tempera-
ture, so that heat bonding and skin wrapping can
occur; said areas of said platen being individually
heatable and thermostatic control means associated
with each section whereby selected temperatures of
the areas can be controlled.

Brief Description of the Drawings

In order that the invention can be more clearly
ascertained reference will now be made to the accom-
panying drawings wherein:

Figure 1 is a top perspective view of one known

plastics material packaging;

Figure 2 is a cross-sectional view taken vertically

through the packaging shown in Figure 1;

Figure 3 is a view similar to that of Figure 2 but

showing one preferred embodiment of improved

packaging according to the present invention;

Figure 4 is a detailed close up view of a side edge

of the base shown in Figure 3;

Figure 5 is a view similar to that of Figure 4 show-

ing how a skin is placed under tension in accord-

ance with an embodiment of the present
invention;

Figure 6 is a cross-sectional view of a base form-

ing station used during part of a preferred

method;

Figure 7 is a cross-sectional view of a skin wrap-

ping station used in a preferred method;

Figure 8 is a vertical cross-sectional view of a dif-

ferent embodiment of the present invention;

Figure 9 is a vertical cross-sectional view of skin

wrapping station used in another embodiment;

Figure 10 is a close-up view similar to Figure 9 but

showing one side edge only of the skin wrapping

station and at a different stage of operation than

shown in Figure 9;

Figure 11 is a top perspective view of parts of the

skin wrapping station shown in Figures 9 and 10,

but of one corner only and where the parts are

moved apart.

Figure 12 is a top perspective vertical cross-sec-

tional view of packaging produced by the skin

wrapping section of Figures 9, 10 and 11.

Figure 13 is a transverse cross-sectional view

across the skin wrapping station shown in Figure

9 showing how three different packages are pro-

duced simultaneously;

Figure 14 is a cross-section plan view of the skin

wrapping station shown in Figure 13 taken along

line 14-14;

Figure 15 is a side cross-sectional view of a dou-

ble station skin wrapping station of a different

embodiment;
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Figure 16 is a side view in part schematic form
showing a heated platen of a different embodi-
ment;

Figure 17 is a side view of a different embodiment
of the platen to that shown in Figure 18; and
Figure 18 is a view similar to Figure 9 but of a dif-
ferent embodiment.

Description of Preferred Embodiments

Referring now to Figure 3, there is shown a pack-
aging which will have the same designations as the
packaging shown in Figures 1 and 2. In the embodi-
ment shown in Figure 3 the base 1 has a second lip
13 which is displaced downwardly closer to the bot-
tom 15 of the base 1 than the lip 5. Preferably the sec-
ond lip 13 is inclined downwardly and inwardly as
shown but it may be parallel with lip 5. A suitable angle
of inclination is 45 degrees. The skin 7 is bonded to
the second lip 13 at the innermost and lowermost sur-
faces thereof as shown by numeral 17. The bonding
is preferably by a heat bonding which can be perfor-
med by using a heat bank type bonding member. The
lid 9 is bonded completely around the perimeter of the
base 5 by bonding at the region 19. This bonding also
is to the skin 7 which overlays the lip 5.

Typically the base 1 is of PVC(PE, the skin 7 of a
LLDPE material and the lid 9 is of PVC/PE. The base
1 can be 200-600 microns thick. The skin 7 can be 10-
100 microns thick and the lid 9 50-100 microns thick.
The goods 3 are compressed by the skin 7 being
applied thereto under tension so that they produce
outwardly directed forces 21 to the skin 7 and these
forces 21 in turn provide for substantially continuously
applied tension forces 23 to be retained in the skin 7.
The tension forces may change slightly after a period
of time, but the relationship is such that there will be
a substantially, continuously applied tension in the
skin 7. The tension forces, in effect stretch the skin 7
over the goods 3. Avacuum or lower than atmosphere
pressure is provided under the skin and this to some
degree assists in maintaining the skin 7 in contact with
the upper surface of the goods 3. The space 11 under
the lid 9 and above the skin 7 can contain a gas for
enhancing the keeping qualities of the packaged
goods 3. Typically the gas can be O,, N, or CO, or any
combination thereof. Other gases or combinations
thereof can be employed if desired.

Referring now to Figure 4 there is shown a close-
up detail of the lip region of the packing shown in Fig-
ure 3. It can be seen that lip 5 is generally horizontally
extending and parallel with the bottom 15 of the base
1. It is also seen that the lip 13 is inclined relative to
the bottom 15. The angle of inclination at about 45°.
The upper side wall 25 between lip 13 and lip 5 is
inclined inwardly towards the bottom 15 of the base 1.
Similarly the lower side wall 27 below the lip 13 is
inclined inwardly towards the bottom. In one particular
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embodiment, it is proposed that the depth of the pack-
aging below lip 13 be changeable at the time of mak-
ing the base 1 to compensate for different thicknesses
of goods 3 which are to be packaged within the pack-
aging. Accordingly, depth 29 will be arranged to be
fixed whilst depth 31 can be arranged to be variable.
The requirement is to provide a base 1 where the
upper surface of the goods 3 will be in the region be-
tween the bottom of lip 13 and lip 5, i.e. within depth
29. In this way when the skin 7 is welded to the bottom
of the lip 13 as at bond 17, the necessary compres-
sive forces will be applied to the goods 3 and thus the
tension and stretch forces 23 will be produced in the
skin 7.

Referring now to Figure 5 there is shown a detail
of how the skin 7 is moved during the method of pro-
ducing the packaging. In this embodiment the goods
3 are loaded into the base 1 so that the upper surface
of the goods 3 is in the region between the bottom of
the lip 13 and the lip 5. The skin plastics material 7 is
then placed over the opening in the top of the base 1
and held thereto by holding means not shown. Air
pressure is reduced in a chamber (not shown in Fig-
ure 5) which surrounds the base 1. A platen 33 with
outwardly biased resilient pushing members 35 is
depressed into the top of the base 1 stretching the
skin 7 downwardly into the base 1. If the opening at
the top of the base 1 is rectangular there will be four
such pushing members 35 - one for each side. The
pushing members 35 have a roll lowermost end 37.
Thus, when the platen 33 is lowered onto the clamped
skin 7 the skin 7 being flexible and stretchable moves
downwardly down the upper side wall 27 by the roll
lowermost end 37 engaging therewith. The roll lower-
most end 37 then locates at the top of the lip 13, and
as it moves downwardly thereover, there is provided
inwardly directed forces to that portion of the side
edges of the goods 3 which are above the bottom of
the lip 13. Thus, the goods 3 are pushed inwardly rela-
tive to the lower side wall 28. As the platen 33 is low-
ered the resilient pushing members 35 move inwardly
by their sliding action down the upper side wall 27 and
the second lip 13. The skin 7 can then be bonded to
the lowermost region of the lip 13 by a heated die
member which can be inserted downwardly into the
base 1 between the pushing members 35 and the side
wall 27. This will be explained in due course. Thus,
there will be a lower than atmospheric pressure of air
sealed under the skin 7.

Referring now to Figure 6 there is shown an
apparatus used for producing pairs of bases 1. Here
a web of plastics material 1 is provided over a pair of
female die cavities 39. The plastics material 1 may be
PVC or alternatively PVC/PE or of other like mate-
rials. Typically it can be in the order of 400 micron
thickness. Thus it will produce relatively rigid base 1
structures. The female die cavities 39 have an upper
configuration to form lip 5, upper side wall 27 second
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lip 13 and lower side wall 28. The distance 29 is a
fixed distance while distance 31 is a variable distance
to allow for producing bases 1 with desired depths to
suit different height size goods 3. The distance 31 can
be adjusted by raising and/or lowering bottom sec-
tions 41 of the female die cavities 39. As shown in Fig-
ure 6 this may conveniently be performed by means
of hydraulic rams 43. In use, the web 1 is heated to a
thermo forming temperature and is clamped above
the female die cavities 39 by means of clamps 45. A
vacuum is then provided underneath the web 1 in the
cavities 39 to cause it to vacuum form to the shape of
the female die cavities 39.

Referring now to Figure 7 it can be seen that the
preformed bases 1, produced in the thermo forming
station shown in Figure 6, are introduced into a skin
wrapping station. The skin wrapping station com-
prises alower section 47 which is shaped with cavities
49 in which the bases 1 are received. The cavities 49
are shaped to closely follow the upper portion of the
bases at least above the bottom of the lips 13. In this
connection the lower section 47 includes rubber sea-
ling and pressure anvil surfaces 51. The skin wrap-
ping station is covered by a movable upper chamber
part 52 which can be moved up and down to seal rela-
tive to the lower chamber 47. The air pressure within
the skin wrapping station is then reduced below
atmospheric pressure, and the platens 33 are then
lowered which causes the skin material 7 which may
be LLDPE to apply a compressive force to the top of
the goods 3 within the package and thus a tension
force to be applied to the skin 7 as described in rela-
tion to Figure 5 and Figure 3. The skin material 7 will
stretch during this procedure. A heated heat bank 53
with downwardly extending skirts 55 is then lowered.
The lowermost end of the skirts 55 are inclined at the
same angle as the angle of the lips 13. Thus, when the
heat banks 53 are lowered the skirts 55 will cause a
bonding of the skin 7 to the base 1 at the bottom of the
second lip 13. Following bonding by the skirts 55 then
a further heat bank 57 can be lowered to effect a
bonding of the skin material 7 to the lip 5 of the base
1 if desired.

In the above described embodiment, the platen
33 and the pushing members 35 carried thereby are
cooled as by water flowing through a hollow interior of
the platen 33 so as to enable the pushing members
35 and the roll lowermost ends 37 thereof to not effect
bonding of skin material 7 to the base 1 as itis lowered
thereinto.

The skin wrapped goods in the bases 1 can then
be taken to a further station (not shown) where lids 9
as PVC/PE can be bonded thereto and where suitable
gases can be provided within the space 11 between
the lid 9 and the skin 7. A typical example of how the
lids 9 and suitable gases can be provided is disclosed
in PCT Patent specification no. PCT/AU84/00131
assigned to Garwood Limited. This is now regarded
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as common knowledge. The details of that method are
imported into the present patent specification.

Referring now to Figure 8 there is shown a pack-
aging similar to that shown in Figure 1 but here the
packaging is provided with an optional liner tray 59
which has a corrugated bottom 61. The corrugations
in the corrugated bottom 61 space the meat or other
goods 3 upwardly a small distance from the bottom of
the base 1. The lowermost corrugations have a num-
ber of openings 63 therein, only some of which have
been shown in Figure 8 in order to aid clarity. The liner
tray 59 is preferably of a clear plastics material such
as of PVC. The openings 63 provide air passageway
means for (a) enabling easy nested insertion of the
liner tray 59 in the base 1 and (b) to also allow liquids
which may escape from the meat to settle underneath
the liner tray 59 and should the packaging be inverted
then any liquids will be inhibited from passing through
the openings 63 as those openings will now be the
crests rather than the troughs of the corrugations. The
openings 63 also allow gas packaged within the pack-
age to circulate. This will be explained more fully in
due course. The height of the liner tray 59 is arranged
to be just below the second lip 13. It will be noted that
the packaging has a bond 19 around the peripheral lip
5 and that it has four bonds 17 - one along each of the
respective sides of the packaging on the second lip
13. It can be seen in Figure 8 that the bonds 17 along
each side do not meet and that there is provided an
unbonded section 65 in each corner of the packaging.
Gases are permitted to flow from under the skin wrap-
ping 7 into the space 11 and vice versa by passing
through the unbonded sections 65. In order to facili-
tate the gases passing from space 11 through the
unbonded sections 65 there are provided a plurality of
apertures 67 in that portion of the skin wrapping 7
which extends from the bond 17 to the bond 19. The
apertures 67 may be provided by finger like rods 68
(see Figure 5) which extend from the outermost faces
of the pushing members 35 and pierce the skin ma-
terial as the pushing members 35 are lowered. The
rods 68 are swingable towards the outer face of the
pushing members 35 as the heated skirts 55 of the
heat bank 53 is lowered. This occurs when the skirts
55 engage with the rods 68 during the movement of
the skirts 55 to effect bonding of the skin 5 to the lower
lip 13.

The lid 9 may be of a PVC/PE material of about
100 micron thickness.

Referring now to Figure 9 there is shown a cross-
sectional side view of a skin wrapping station 69 of a
different embodiment. In the view shown in Figure 9,
goods 3 have been provided in the preformed base 1
which is typically formed integral in a web of plastics
material together with others of the bases 1. In other
words there is a length of plastics material with pre-
formed bases 1 therein. The bases 1 may be formed
by thermoforming as in the previous embodiment. In
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Figure 9 there is shown a gas injegtion plate means
71 of the same type in the aforementioned Speci-
fication As previously mentioned the disclosure in that
patent specification is imported herein. It can be seen
that the skin wrapping station 69 includes an upper
chamber part 73 and a lower chamber part 75. Each
of the ripper chamber part 73 and lower chamber part
75 have seal means 77 so that when the upper cham-
ber part 73 and the lower chamber 75 are brought
together, they will engage with the respective
opposed surfaces of the plate means 71 and provide
a gas type seal within the upper chamber part 73 and
the lower chamber part 75. In this connection the gas
injection plate means 71 (hereinafter referred to as
plate means 71) has a central opening 79 which cor-
responds to the shape of the perimeter of the base 1.
This is clearly disclosed in the aforementioned PCT
Patent Specification No. PCT/AU84/00131. The skin
wrapping material 7 passes from the upper surface of
the plate means 71 - see the left hand side of Figure
9 - diagonally through the opening 79 to the undersur-
face of the plate means - see the right hand side of
Figure 9. The plate means 71 contains gas passage-
way means 81 which communicate with the opening
79. Thus, when the upper chamber part 73 and the
lower chamber part 75 are closed about the central
opening 79, and after the air pressure is reduced
below that of atmospheric pressure, a gas such as O,,
N, or CO, or mixtures thereof can be emitted from the
gas passageway means 81. The pressure of the gas
in the skin wrapped packaging can be less than
atmospheric when the skin 7 is bonded to the base 1.

It is observed in Figure 9 that the meats or goods
3 extend to a height above the lower edge surface of
the second lip 13.

In use, when the base 1 is located in the desired
skin wrapping station 69 the lower chamber part 75
can be closed on the undersurface of the plate means
71 and similarly the upper chamber part 73 can be
closed on the upper surface of the plate means 71.
The air pressure can be reduced and the gas can then
be passed through the gas passageway means 81
whilst a part of platen 83 can simultaneously be low-
ered. The platen 83 is a two part platen comprising an
upper heated part 85 and a lower cooled part 87
which can be independently moved. The necessary
connections for heating and for cooling of the heated
part 85 and the cooled part 87 of the platen 83 have
not been shown in order to aid clarity. The platen 83
can be moved upwardly and downwardly within the
upper chamber part 73. The cooled part 87 carries
pushing members 35.

The detail of the platen 83 is clearly shown in Fig-
ure 11. It can be seen that platen 83 is in two parts -
upper heated part 85 and lower cooled part 87. The
pushing members 35 comprise a single peripheral
skirt 103 around the lower extremity of lower cooled
part 87 with a pushing face 105 inclined at the same
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angle as the angle of inclination of second lip 13. A
series of openings 107 are provided in the peripheral
skirt 87 which pass from a top surface 109 thereof to
the pushing face 105. Webs 110 remain between the
openings 107 to hold the peripheral skirt relative to
the lower cooled part 87. The arrangement is such
that the pushing face 105 is cooled. The upper heated
part 85 has a series of welding fingers 113 extending
therefrom and in aligned relationship to the openings
107. In use, the fingers 113 are heated from the upper
heated part 87 and pass downwardly through the
openings 107 to effect welding of the skin material
when the upper part 85 is lowered. The ends 115 of
the lower face of the fingers 35 are inclined at the
same angle as the angle of inclination of the lower lip
13. Thus, when the lower face of the fingers engages
with the web 7 as they pass through the openings 107,
they apply pressure thereto against anvil surfaces 51,
and there will be welding bonding of the web 7 to the
lower lip 13 over the length and width of the fingers
35. This, in turn, will produce the bonds 17 shown in
Figure 8 but this time in spaced apart relation with
unbonded spaces 117 (see Figure 12).

The arrangement is such that when the lower or
cooled part 87 is lowered first the pushing member 35
engage with the skin material and push and stretch it
down to the lower lip 13 where it is held. The inclined
nature of the inside surfaces of the pushing members
35 also causes the goods 3 to be displaced inwardly
and off the lower lip 13 if the goods 3 should extend
over onto the lower lip 13. The skin 7 is thus under ten-
sion as the goods 3 are compressed slightly, following
this procedure. The upper heated part 85 is then low-
ered so the fingers 113 pass through the apertures
and weld bond the skin 7 to the lower lip 13, retaining
the tension in the skin 7 when the pushing member 35
and the fingers 113 are removed.

Because the atmospheric air has been exhausted
from the closed chamber defined by the upper cham-
ber part 73 and the lower chamber part 73 and rep-
laced with a desired gas at a pressure slightly lower
than atmospheric pressure, the skin 7 will be caused
to be held to the base 1 and skin pack the goods 3.

Figure 10 shows a close-up detail of the pushing
member 35 and the fingers 113 contacting the skin 7
at the lower lip 13.

It should be noted, that in order to assist the skin
7 from moving and stretching onto the goods 3, that
the gas which is passed through passageway 81 can
be used to inflate the skin 7 relative to the base 1 so
as to cause the skin 7 to move upwardly into the cavity
116 of the lower cooled part 87 or the corresponding
cavity in any of the previous embodiments. For this
purpose the lowermost surfaces of the cooled part 87
can be positioned to align with the height level of the
undersurface of the plate 71 until it is required to
cause the skin 7 to engage with the surface of the
goods 3. The web 7 may be heated to a suitable
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deforming temperature to assist skin wrapping prior to
it entering the skin wrapping station. The cavity 116
can therefore be suitably shaped for this purpose. The
pressure of inflation can be to about 10% of atmos-
pheric air pressure such as 0.1 BAR.

Atmospheric air pressure can then be admitted
above the skin 7 and into the cavity 116, causing the
skin 7 to invert. The lower or cooled part 35 can then
be lowered to effect weld bonding to the lower lip 13.
The tension and stretch forces applied to the skin 7
will then be similar to those as applied previously, but
the inversion process assists the skin 7 assuming the
required skin wrap position.

If required apertures 67 can be punched through
the skin 7 between the lower lip 13 and the lip 5. Fin-
gers 68 (see Figure 10) on the lower cooled part 87
provide such punching in that part of the skin 7 which
is held taught between the lower lip 13 and the upper
lip 5 and which does not directly contact the side walls
of the base 1 between those positions. The bases 1
are then advanced to a lid sealing station of the type
disclosed in PCT patent application PCT/AU84/00131
referred to previously where a lid 9 can be provided
and a desired gas provided in the space 11 under the
lid 9 and above the skin 7.

The packaging can then advance to a guillotine
where the packaging can be separated from the web
of material in which all the bases 1 are provided.

In the embodiments of Figures 9 through 12 there
is disclosed a skin wrapping station where there is
provided a cooled platen 87 and a heated platen 85.
In this embodiment there is provided a plate means 71
so that a suitable gas can be inserted underneath the
skin wrap material 7. In this connection it should be
observed that Figure 9 represents a central one of
three packages in the skin wrapping station. Figures
13 and 14 show that three packages are produced
simultaneously at the skin wrapping station. Means
for effecting movement of the cooled platen 87 and
the heated platen 85 have not been shown but con-
veniently these may comprise air bag movement
means. As can be seen in Figure 12, the packaging
has the upper lip 5 and the lower lip 13 of the previous
packaging. The skin wrap material 7 is bonded to the
lower lip 13. The lid 9 retains desired gas above the
skin 7. That gas can now freely circulate to contact the
surface of the goods 3 by passing through apertures
67 and then through spaces 117. It may also pass
directly through the skin material 7. Thus the whole of
the free volume within the packages contain a desired
gas to enhance the keeping qualities of the goods,
such as red meats. The fact that the skin 7 is wrapped
to the goods 3 with a desired gas under the skin 7
means that there is unlikely to be any undesirable gas
packaged.

Further, because of the passageways 117 be-
tween the adjacent bonds 117 and the holes punched
through skin 7, the pressure of the atmosphere above
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the skin 7 prior to sealing of the lid 9, will cause it to
displace onto the goods 3 and thus any excess gas
from over inflation under the skin 7 can be displaced.
Accordingly, skin 7 can be made to firmly engage with
the upper surface of the goods 3.

Referring now to Figures 13 and 14 it can be seen
that the skin wrapping station is sealed by an upper
chamber part 73 as in previous embodiments. The
space under the upper chamber part 73 can be filled
with a suitable gas such as O,, N, or CO, or mixtures
thereof after evacuation of the air pressure so that the
environment of the skin wrapping station contains a
desired gas. The heated part 85 and the cooled part
87 are shown together as blocks 143. Heated bars
163 are provided down each side of the skin wrapping
station. In use, the heated bars are lowered prior to
movement of the parts 85/87 so as to heat weld the
skin wrap material 7 (not shown in Figures 13 or 14)
to the side edges of the material from which the bases
1 are made. A further heated bar 165 is also provided
and this is lowered to effect heat bonding transverse
to the web 1 from which the bases 1 are made prior
to opening of the upper cavity 73 and the lower cavity
75, after the skin wrap material 7 has been suitably
bonded to the lips 13. The bars 163 and 165 bond the
skin wrap material 7 to the web of material from which
the bases 1 are formed and thus physically hold the
skin wrap material in a generally planar stretched con-
dition across the bases 1. When the upper cavity 73
is closed relative to the lower cavity 75 then the skin
wrap material 7 is held on the upstream side of the
skin wrap station by the closing of the upper cavity 73
onto the plate means 71. The downstream side of the
skin wrap material is then held to the bond created by
the heating bar 165 from the previous bonding oper-
ation of the bases 1 which are then downstream of the
skin wrapping station.

Thus with the embodiments shown in Figures 9
through 14 it can be appreciated that when a lid 9 is
provided to the packaging and a gas of a desired type
maintained under the lid 9, that the gas can circulate
through the openings punched by the fingers 68 and
then through the spaces 117 between the adjacent
welds 17 formed by the bonding surfaces 115 of fin-
gers 113 to be under the skin wrap material 7. Thus,
the goods 3 can be held firmly within the package and
yet be subject to a desired gas which can be selected
to enhance the keeping and/or colour retaining
properties of the packaged goods such as red meat.

Typically the plastics materials used for the pack-
aging can be the same as in any of the previous embo-
diments.

If desired the bars 163/165 may provide continu-
ous welds around the perimeter of the skin wrapping
station so there will be no spaces between the welds
of the bars.

Referring now to Figure 15 there is shown a dif-
ferent embodiment of a skin wrapping station which
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includes two stations therein. There comprises a first
station 171 and a second station 173. The skin wrap-
ping station can conveniently include a gas discharg-
ing plate 71 of the type previously described and in
particular of a type similar to that disclosed in PCT
Patent Specification PCT/AU84/00131. As bases 1
index into the skin wrapping station they first index
into the first station 171 therein. The upper chamber
part 73 closes onto the plate means 71 and the lower
chamber part 75 also closes onto the plate means 71.
Air is evacuated. A desired gas is introduced at a
pressure slightly less than atmospheric, say 10%
atmospheric. At the first station 171 there is provided
a heated platen 175 which is heated to a temperature
such as 90°C for heating the web of skin material 7 to
a desired skin wrapping temperature. The platen 175
is lowered towards the skin wrapping material 7 to
effect this required heating. The desired gas can then
be expelled through the opening 81 in the plate means
71 at a pressure say 10% of atmospheric such as 0.1
BAR. Air can then be allowed into the upper chamber
or alternatively a gas such as the same gas which is
provided under the web 7 but at a higher pressure,
can be admitted into the upper chamber 73 causing
the web 7 to skin wrap into the base 1 and over goods
3 which maybe therein. When the gas is admitted, it
will cause the already heated web 7, from platen 175,
to be displaced upwardly without bonding or sticking
into cavity 178 of a further heated platen 177. The
lower chamber can then be lowered, allowing the
base 1 to index into the second station 173. Air or gas
can then be introduced into the upper chamber 73
causing that displaced portion of web 7 to invert and
skin wrap the goods 3 to the base 1. The further
heated platen 177 can be lowered to effect bonding
of the skin wrap material 7 to the lower lips 13 of the
bases 1. It should be appreciated that whilst bases 1
are being processed in the second station a further
base 1 is being processed in the first station. The tem-
perature of the heated platen 177 may conveniently
be 115°C which will be sufficient to provide for suit-
able bonding by welding of the skin wrap material 7 to
the lower lips 7. Thus, it can be appreciated with the
embodiments shown in Figure 15, differentials in tem-
perature can be provided for (a) skin wrapping and (b)
subsequent bonding or welding. The heated platen
177 may be arranged to provide a completely continu-
ous weld around the lip 13 or to provide a series of
spaced apart welds as in the embodiments previously
disclosed.

Referring now to Figure 16 there is disclosed a
completely different type of platen which can be used
to effect both heating to a skin wrapping temperature
and heating to a bonding temperature. In this embo-
diment there is comprised a platen base 181.
Attached to the base 181 is a continuous or an inter-
rupted first platen area 183, and also a second platen
area 185. The first platen area 183 can be continuous
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so that when heated to require temperatures it can
effect a continuous bond as by heat welding. Accord-
ingly, the first platen area 183 is heated to a suitable
welding or bonding temperature. If desired, the first
platen area 183 may be interrupted so as to provide
a series of spaced apart bonds or welds with gas pas-
sageway means therein as disclosed in connection
with the previous embodiments. The second platen
area 185 provides heating to a skin wrapping tem-
perature where the plastics web 7 can be heated to a
desired skin wrapping temperature.

The first platen area 183 is heated by heating
means which is independent of the heating means
which heats the second platen area 185. Conve-
niently, the first platen area 183 is heated by electrical
coils 187 and the second platen area is heated by
electrical coils 189. The coils 187 are connected to a
source of input energy such as an AC energy source
and are controlled in temperature by a thermostat
means 191. The electric coils 189 are similarly con-
nected to a source of energy and are controlled by a
thermostat means 193. Thus, with the platen shown
in Figure 18 it is possible to heat the skin wrap ma-
terial 7 to a desired temperature in selected areas for
bonding as by heat welding and to simultaneously
heat other areas to another selected temperature
which may be suitable for skin wrapping.

It should be appreciated that the heating of the
first platen area 183 and of the second platen area
185 may not necessarily be by electric heating means
but by any other convenient heating means which is
suitably thermostatically controlled.

The platen means disclosed in Figure 16 can be
used in other environments as for example in blow
moulding arts where it may be desirable to heat plas-
tics materials in selected areas to different temperat-
ures to enhance the blow moulding of the plastics.
The platen shown in Figure 16 may be used to replace
the platen referred to in any of the previous embodi-
ments - the prime requirement here being to provide
a bonding as by heat welding to the lower lip 13 and
a subsequent skin wrapping of the web 7 over the
goods 3.

Referring now to Figure 17 there is shown a dif-
ferent type of platen which is in two parts which each
may be indepenently moved relative to the other.
Each of the platen parts is heated to suitable tem-
peratures for heating areas of the plastics material
which is to be heated thereby.

The platen comprises a central portion 195 and
an outer peripheral portion 197. In use, both the cent-
ral portion 195 and the peripheral portion 197 are
brought down together to engage with or be in prox-
imity to the upper surface of a web of skin wrap ma-
terial 7. The peripheral portion 197 is then lowered
and pressure applied so that bonding occurs around
the upper lip 5. It will of course be appreciated that air
has been evacuated from the skin wrapping station
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and a desired gas introduced at a pressure lower than
atmosphere under the web 7. Because the air press-
ure will be lower above the web 7 than below the web
7, the web 7 will displace upwardly towards the central
portion 195 and be heated thereby. It will generally
conform to the shape of the cavity 199 in the central
portion 195. The central portion 195 can then be low-
ered so that the undermost surfaces 201 provide the
bonding by heat welding of the skin wrap material 7
to the lower lips 13. It may be desirable to apply gre-
ater pressure for the bonding of the web 7 to the upper
lip 5 than to the lower lip 13. This may be required to
ensure that there is an absolute gas tight seal around
the upper lip 5 but whereas at the lower lip 13 it may
not be necessary to provide for such a good and gas
tight seal. Thus, because the peripheral portion 197
can be heated to a desired temperature and because
the central portion 195 can be heated to a different
desired temperature, there can be control of the tem-
perature of the web of material which is to be bonded.
This control of the temperature coupled with the inde-
pendent control of pressure applied by the peripheral
part 197 and the central part 195 can be used to enh-
ance the packaging process. This type of platen can
also be used in any of the embodiments previously
described and in other arts where material may need
to be selectively heated in areas to different temperat-
ures such as in the blow moulding arts.

Referring now to Figure 18 there is shown a vari-
ation of the embodiment shown in Figures 9 through
11. in this embodiment there are three moveable pla-
tens. The lower platen 87 is a cooled platen. Inter-
mediate platen 85 is a heated platen and upper platen
88 is a cooled platen.

In use, platen 87 is lowered first, causing the skin
7 to be held at the lowermost edge of lip 13. The upper
platen 88 is then lowered causing the skin 7 to be also
held at the uppermost edge of lip 13. Both the lower
platen 87 and the upper plate 88 are temperature con-
trolled and are maintained at approximately the same
temperature which is below the heat welding or bond-
ing temperature of skin 7 to web 1.

When the lower platen 87 and the upper platen 88
are lowered to hold the web 7 onto anvil 51, over the
lip 13, then the intermediate and heated platen 85 can
be lowered to effect heat welding or bonding of skin
7 to web 1. All of the platens 87, 88 and 85 can then
be raised.

It would be appreciated that the former skin wrap-
ping techniques, such as those disclosed in the
aforementioned PCT patent specification No.
PCT/AUB86/00339 require thicker skin webs 7 than the
stretch technique disclosed herein. With the stretch
technigue for the skin 7, the thickness can be less
than in the former packaging and yet enhanced hold-
ing properties are provided. Additionally, because the
skin 7 can be thinner, then there can be greater per-
meation of gas through the skin material 7 and thus it
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may not always be necessary to provide the unbon-
ded sections 65 nor the apertures 67 to assist in the
gas flow from above the skin 7 to below the skin 7 and
visa versa.

Further, if desired, the skin 7 may be such that for
certain goods, it be substantially non-gas permeable.

In the embodiments disclosed, the skin 7 may be
a co-extruded laminate of PE/EVA or like laminates.
The EVA can be about 5 microns thickness whilst the
PE can be about 20 microns thickness. The EVAlami-
nate can be the laminate which contacts the base
which may be PVC or a PVC/PE co-extruded lami-
nate or a PVC/PVA co-extruded laminate with the EVA
laminate contacting the base or alaminate of the base
with a similar melt temperature. EVA has a melt tem-
perature of approximately 80°C which is lower than
that of PE which melts at approximately 115°C. By
heating to the lower melt temperature of the plastics,
the skin 7 can be bonded to the base 1 whilst leaving
one laminate of the skin 7 in an unmelted condition so
that the tension and stretch forces remain and so that
there will not be rupturing of the stretch material.

In further modifications of the present invention,
the skin 7 may be bonded to the bottom 15 of a base
1 around the perimeter thereof, and wherein there is
not provided a second lip 13. In this embodiment the
base 1 may be of a configuration as shown in Figures
1 and 2. The requirement is to provide for tension for-
ces to be provided in the skin 7 when the skin 7 is bon-
ded to the base 1.

In a further modification the upper surface of the
goods 3 may be arranged to be above the upper lip 5
of a base 1 and where the skin 7 is maintained in ten-
sion as a result of its bonding to the lip 5. In this embo-
diment a second lip 13 need not be provided. Thus,
the packaging may have a somewhat similar configu-
ration to that of Figure 1 but where the lid 9 is convex
and where the upper surface of the goods 3 and a
desired gas are within the convex section of the lid 9.

These and other modifications may be made
without departing from the ambit of the invention the
nature of which is to be determined from the foregoing
description and appended claims.

Claims

1. A plastics material packaging for meat or other
goods (3) comprising, a base (1) of plastics material,
meat or other goods (3) on said base (1), a plastics
material flexible skin (7) overlaying the meat or other
goods (3) on said base (1), said flexible skin (7) being
bonded to said base (1) around the periphery of said
base (1), and a lid (9) of plastics material fitted over
said flexible skin (7) and bonded relative to said base
(1) around the periphery of said base (1), there being
a space (11) between said lid (9) and said flexible skin
(7), a gas in said space (11) which will enhance the
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keeping of the packaged goods by permeating said
flexible skin (7), said base (1) being relatively rigid
compared to said flexible skin (7) and said meat or
other goods (3) being engaged against said base (1)
characterized in said meat or other goods (3) being
retained in compression under said flexible skin (7) by
said flexible skin (7) being bonded to said base (1) at
positions below the top of said meat or other goods (3)
while tension is applied thereto, whereby to cause a
tension to be substantially continuously applied to
said flexible skin (7) to maintain said meat or other
goods held tightly to said base (11).

2. Packaging as claimed in Claim 1, wherein said
base (1) has an upper peripheral lip (5) and a lower
lip (13) intermediate said upper lip (5) and a bottom
of said base (1), and wherein said flexible skin (7) is
bonded to said lower lip (13).

3. Packaging as claimed in Claim 2, wherein the
bonding (17) is not continuous around said lower lip
(13) whereby to define opening means (65) through
which gas in said packaging can pass to allow gas
above said flexible skin (7) to circulate and contact the
surface of the meat or other goods (3) under said flexi-
ble skin (7).

4. Packaging as claimed in Claim 3, wherein said
flexible skin (7) is also bonded to said peripheral lip
(5) and wherein aperture means (67) is provided in
that portion of said flexible skin (7) between said
lower lip (13) and said peripheral lip (5) whereby to
allow gas to pass so that gas above said flexible skin
(7) can circulate and contact the surface of the meat
or other goods (3) under said flexible skin (7).

5. Amethod for producing packaging comprising,
providing a plastics material base (1), providing meat
or other goods (3) engaged on said base (1), provid-
ing a plastics material flexible skin (7) over said meat
or other goods (3), said base (1) being relatively rigid
compared to said flexible skin (7)

characterized by compressing the meat or
other goods (3) by causing the flexible skin (7) to
overlay said meat or other goods (3) under tension,

then bonding said flexible skin (7) to said base
(1) below the top of said meat or other goods (3)
around the periphery of said base (1) whilst maintain-
ing the tension relationship,

placing a lid (9) of plastics material over said
flexible skin (7) and bonding it relative to said base
OF

there being a space (11) between said lid (9)
and said flexible skin (7) and providing a gas in said
space (11) which will enhance the keeping of the
packaged goods by permeating said flexible skin (7),

said flexible skin (7) being maintained substan-
tially continuously under tension by the bonding and
by the outwardly directed forces applied thereto con-
sequent on the holding of said meat or other like
goods (3) to said base (1) in compression by said
flexible skin (7).
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6. A method as claimed in Claim 5, wherein said
packaging has an upper peripheral lip (5) and a lower
lip (13) intermediate said upper lip (5) and a bottom
of said base (1), comprising bonding said flexible skin
(7) to said lower lip (13).

7. Amethod as claimed in Claim 6, when depen-
dent on Claim 7, comprising bonding in a non-continu-
ous bond (17) to said lower lip (13), whereby to
provide opening means (65) between the bonds (17)
through which gas in said packaging can pass to allow
gas above said flexible skin (7) to circulate and con-
tact the surface of the meat or other goods (3) under
said flexible skin (7).

8. A method as claimed in Claim 7, comprising
also bonding said flexible skin (7) to said peripheral
lip (5) and providing aperture (67) means in that por-
tion of said flexible skin (7) between said lower lip (13)
and said peripheral lip (5) whereby to allow gas to
pass so that gas above said flexible skin (7) can cir-
culate to contact the surface of the meat or other
goods (3) under said flexible skin (7).

9. Apparatus for producing packaging comprised
of a relatively rigid base (1), meat or other goods (3)
positioned over said base (1) a flexible skin (7)
stretched over said meat or other goods (3), and a lid
(9) sealed to said bare (1), said base (1) being rigid
relative to said flexible skin (7), said apparatus having
means (52,47) for supporting said base (1) with said
goods (3) thereover at a work station; means at said
work station for holding said flexible skin (7) tautwhen
said flexible skin (7) is over and above said goods (3);
characterized by

(a) pushing member means (33,35,37) at said

work station for moving said flexible skin (7)

toward said goods (3) so that said flexible skin

engages the top of said goods (3) and is ten-
sioned and stretched over said goods (3) and
compresses the same, the side regions of said
flexible skin (7) being moved to a position below

the top of said goods (3);

b) bonding means (55) for securing said side reg-

ions of said flexible skin to said base (1) whilst

maintaining the tension relationship;

¢) means for applying a lid (9) over said base (1)

so that when said lid (9) is sealed to said base (1)

there will be a space (11) between said lid (9) and

said flexible skin (7);

d) means (71) for charging a gas in said space

(11) which will enhance the preservation of said

goods (3); and

e) means (57) for sealing said lid (9) and said

flexible skin (7) to said base (1) to confine said

gas in said space (11) and permit the same to

pass from said space (11) to said goods (3),

whereby said meat or other goods (3) will be held

tightly to said base (1) in compression by the con-

tinuously applied tension in said flexible skin (7).

10. Apparatus as claimed in claim 9 wherein said
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means (33,35,37) for moving is cooled by cooling
means.

11. Apparatus as claimed in claim 9 wherein said
means (55) for securing comprises a first heated pla-
ten (53) for heating said means (55) for sealing said
flexible skin (7) relative to said base (1).

12. Apparatus as claimed in claim 11 wherein said
means (57) for sealing comprises a second heated
platen (57) for sealing said lid (9) relative to said base
(1.

13. Apparatus as claimed in claim 9, further
including means (71) for establishing said gas in said
space (11) at a relatively higher pressure than the
pressure under said flexible skin (7), whereby said
flexible skin (7) is held with said goods to said base
(1), with said flexible skin (7) also being urged toward
said goods by the resulting pressure differential on
said flexible skin (7).

Patentanspriiche

1. Kunststoffmaterialverpackung fiir Fleisch oder
andere Waren (3), mit einer Basis (1) aus Kunststoff-
material, mit Fleisch oder anderen Waren (3) auf die-
ser Basis (1), mit einer flexiblen, das Fleisch oder die
anderen Waren (3) auf dieser Basis (1) bedeckenden
Kunststoffmaterialhaut (7), wobei die flexible Haut (7)
um den Umfang der Basis (1) herum mit der Basis ver-
schweilt ist, und mit einem Deckel (9) aus Kunststoff-
material, der lber die flexible Haut (7) pat und mit
der Basis (1) um den Umfang der Basis (1) herum ver-
schweilt ist, wobei sich ein Raum (11) zwischen dem
Deckel (9) und der flexiblen Haut (7) und in diesem
Raum (11) ein Gas befindet, das die Haltbarkeit der
verpackten Waren durch Durchdringen der flexiblen
Haut (7) verbessert, und wobei diese Basis (1) im Ver-
gleich zur flexiblen Haut (7) relativ starr ist und das
Fleisch oder die anderen Waren (3) gegen die Basis
(1) gehalten werden, dadurch gekennzeichnet, daf
das Fleisch oder die anderen Waren (3) unter der fle-
xiblen Haut (7) dadurch zusammengedriickt gehalten
werden, dal die flexible Haut (7) an Stellen unter der
obersten Stelle des Fleisches oder der anderen
Waren (3) unter Aufbringen von Spannung mit der
Basis (1) verschweilt wird, wodurch bewirkt wird, dal®
eine Spannung im wesentlichen kontinuierlich auf die
flexible Haut (7) aufgebracht wird, um das Fleisch
oder die anderen Waren fest gegen die Basis (1)
gedriickt zu halten.

2. Verpackung nach Anspruch 1, worin die Basis
(1) eine obere Umfangslippe (5) und eine untere Lippe
(13) zwischen der oberen Lippe (5) und einem Boden
der Basis (1) aufweist, und worin die flexible Haut (7)
mit der unteren Lippe (13) verschweilt ist.

3. Verpackung nach Anspruch 2, worin die Ver-
schweiung (17) um die untere Lippe (13) herum
nicht kontinuierlich ist, um dadurch ein (5ffnungsmitte|
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(65) festzulegen, durch welches in der Verpackung
befindliches Gas durchtreten kann, um zu ermdég-
lichen, da oberhalb der flexiblen Haut befindliches
Gas (7) zirkuliert und mit der Oberflache des Flei-
sches oder der anderen Waren (3) unter der flexiblen
Haut (7) in Kontakt kommt.

4. Verpackung nach Anspruch 3, worin die flexi-
ble Haut (7) auch mit der Umfangslippe (5) ver-
schweiflt ist und worin das Offnungsmittel (67) in
jenem Teil der flexiblen Haut (7) zwischen der unteren
Lippe (13) und der Umfangslippe (5) vorgesehen ist,
um dadurch zu ermdglichen, dal Gas durchtreten
kann, so dal} iber der flexiblen Haut (7) befindliches
Gas zirkulieren und mit der Oberfléche des Fleisches
oder der anderen Waren (3) unter der flexiblen Haut
(7) in Kontakt treten kann.

5. Verfahren zur Herstellung einer Verpackung,
bei welchem eine Kunststoffmaterialbasis (1) vorge-
sehen wird, Fleisch oder andere Waren (3) an der
Basis (1) positioniert vorgesehen werden und eine
flexible Kunststoffmaterialhaut (7) tGber dem Fleisch
oder den anderen Waren (3) vorgesehen wird, wobei
die Basis (1) im Vergleich zur flexiblen Haut (7) relativ
starr ist,
dadurch gekennzeichnet, daR® das Fleisch oder die
anderen Waren (3) zusammengedriickt werden,
indem bewirkt wird, dal die flexible Haut (7) unter
Spannung liber dem Fleisch oder den anderen Waren
(3) liegt,
dall danach die flexible Haut (7) mit der Basis (1)
unter der obersten Stelle des Fleisches oder der
anderen Waren (3) um den Umfang der Basis (1)
herum unter Aufrechterhaltung der Spannung ver-
schweildt wird,
ein Deckel (9) aus Kunststoffmaterial Giber die flexible
Haut (7) gegeben wird und mit der Basis (1) ver-
schweildt wird,
wobei sich zwischen dem Deckel (9) und der flexiblen
Haut (7) ein Raum (11) befindet, und daf® ein Gas im
Raum (11) vorgesehen wird, welches die Haltbarkeit
der verpackten Waren durch Durchdringen der flexi-
blen Haut (7) verbessert,
und wobei die flexible Haut (7) durch die Verschweil-
ung und durch die nach aullen gerichteten, darauf
aufgebrachten Krafte, die sich daraus ergeben, dal
das Fleisch oder andere &hnliche Waren (3) durch die
flexible Haut (7) unter Druck gegen die Basis (1)
gehalten werden, im wesentlichen kontinuierlich
unter Spannung gehalten wird.

6. Verfahren nach Anspruch 5, worin die Ver-
packung eine obere Umfangslippe (5) und eine untere
Lippe (13) zwischen der oberen Lippe (5) und einem
Boden der Basis (1) aufweist, wobei die flexible Haut
(7) mit der unteren Lippe (13) verschweifRt wird.

7. Verfahren nach Anspruch 6 in Abhangigkeit
von Anspruch 7, welches das VerschweiRen mit der
unteren Lippe (13) in einer nicht-kontinuierlichen Ver-
schweiung (17) umfaBt, um dadurch Offnungsmittel
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(65) zwischen den Verschweilungen (17) zu schaf-
fen, durch welche in der Verpackung befindliches Gas
durchtreten kann, um zu ermdglichen, daf Gber der
flexiblen Haut (7) befindliches Gas zirkuliert und mit
der Oberflache des Fleisches oder der anderen
Waren (3) unter der flexiblen Haut (7) in Kontakt
kommt.

8. Verfahren nach Anspruch 7, welches auch das
Verschweilen der flexiblen Haut (7) mit der
Umfangslippe (5) und das Vorsehen eines Offnungs-
mittels (67) in jenem Teil der flexiblen Haut (7) zwi-
schen der unteren Lippe (13) und der Umfangslippe
(5) umfaft, um dadurch einen Durchtritt von Gas zu
ermdglichen, so dall lber der flexiblen Haut (7)
befindliches Gas zirkulieren kann, um mit der Ober-
flache des Fleisches oder der anderen Waren (3)
unter der flexiblen Haut (7) in Kontakt zu kommen.

9. Vorrichtung zur Herstellung einer Verpackung
mit einer relativ starren Basis (1), auf der Basis (1)
positioniertem Fleisch oder anderen Waren (3), einer
tiber das Fleisch oder die anderen Waren (3)
gespannten flexiblen Haut (7) und einem mit der
Basis (1) verschweiten Deckel (9), wobei die Basis
(1) in bezug auf die flexible Haut (7) starr ist und
wobei die Vorrichtung Mittel (52, 47) zur Abstiitzung
der Basis (1) mit den darauf befindlichen Waren (3) an
einer Arbeitsstation, sowie Mittel an dieser Arbeitssta-
tion zum Gespannthalten der flexiblen Haut (7), wenn
sich die flexible Haut (7) auf und iiber diesen Waren
(3) befindet, aufweist, gekennzeichnet durch

(a) Schiebeelementmittel (33, 35, 37) an der
Arbeitsstation zur Bewegung der flexiblen Haut
(7) zu den Waren (3) hin, so daf die flexible Haut
an der obersten Stelle der Waren (3) angreift und
tiber diese Waren (3) gespannt und gestreckt
wird und diese zusammendrickt, wobei die Sei-
tenzonen der flexiblen Haut (7) zu einer Position
unter der obersten Stelle der Waren (3) bewegt
werden;

(b) Verschweilmittel (55) zur Befestigung der

Seitenzonen der flexiblen Haut an der Basis (1)

unter Beibehaltung der Spannung;

(c) Mittel zum Aufbringen eines Deckels (9) iiber

der Basis (1), so daBl, wenn der Deckel (9) mitder

Basis (1) versiegelt ist, ein Raum (11) zwischen

dem Deckel (9) und der flexiblen Haut (7) vorhan-

den ist;

(d) Mittel (71) zum Einleiten eines Gases in den

Raum (11), welches die Haltbarkeit der Waren (3)

verbessert; und

(e) Mittel (57) zum Versiegeln des Deckels (9)

und der flexiblen Haut (7) mit der Basis (1), um

das Gas im Raum (11) einzuschlieBen und um zu
ermdoglichen, daR dieses aus dem Raum (11) zu
den Waren (3) gelangt, wodurch das Fleisch oder
die anderen Waren (3) durch die kontinuierlich

aufgebrachte Spannung in der flexiblen Haut (7)

unter Druck fest gegen die Basis gehalten wird
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(werden).

10. Vorrichtung nach Anspruch 9, worin das Mit-
tel (33, 35, 37) zur Bewegung durch Kiihimittel
gekiihlt ist.

11. Vorrichtung nach Anspruch 9, worin das Mittel
(55) zur Befestigung eine erste beheizte Platte (53)
zum Erhitzen des Mittels (55) zum Versiegeln der fle-
xiblen Haut (7) gegeniiber der Basis (1) aufweist.

12. Vorrichtung nach Anspruch 11, worin das Mit-
tel (67) zum Versiegeln eine zweite beheizte Platte
(57) zum Versiegeln des Deckels (9) gegeniiber der
Basis (1) aufweist.

13. Vorrichtung nach Anspruch 9, welche weiters
Mittel (71) aufweist, um das Gas im Raum (11) auf ei-
nem relativ héheren Druck als dem unter der flexiblen
Haut (7) herrschenden Druck zu halten, wodurch die
flexible Haut (7) mit den Waren gegen die Basis (1)
gehalten wird, wobei die flexible Haut (7) auch gegen
die Waren gedriickt wird, und zwar durch das sich
ergebende Druckdifferential auf der flexiblen Haut

@).

Revendications

1. Emballage en matiére plastique pour de la
viande ou autres denrées (3), comprenant une base
(1) en matiére plastique, de la viande ou autres den-
rées (3) surlabase (1), un film souple en matiére plas-
tique (7) recouvrant la viande ou autres denrées (3)
placées sur cette base (1), ce film souple (7) étant
soudé sur la base (1) autour de la périphérie de cette
base (1), et un couvercle (9) en matiére plastique
placé au-dessus de ce film souple (7) et soudé a la
base (1) autour de la périphérie de cette base (1), un
espace (11) étant ménagé entre le couvercle (9) et le
film souple (7), un gaz étant introduit dans cet espace
(11) pour améliorer la conservation des denrées
emballées en passant a travers ce film souple (7),
cette base (1) étant relativement rigide par comparai-
son avec le film souple (7) et la viande ou autres den-
rées (3) étant appliquées contre la base (1),
caractérisé en ce que la viande ou autres denrées (3)
sont maintenues en compression sous le film souple
(7) par le fait que ce film souple (7) est soudé sur la
base (1) en des positions situées en dessous de la
surface supérieure de la viande ou autres denrées (3)
pendant que ce film est maintenu tendu, d’ou il résulte
qu'une tension est pratiqguement continuellement
exercée sur ce film souple (7) pour maintenir la viande
ou autres denrées appliquées fermement sur la base
(1.

2. Emballage selon la revendication 1, dans
lequel la base (1) a un rebord périphérique supérieur
(5) et un rebord inférieur (13) intermédiaire entre le
rebord supérieur (5) et le fond de la base (1), et dans
lequel le film souple (7) est soudé sur ce rebord infé-
rieur (13).
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3. Emballage selon la revendication 2, dans
lequel la soudure (17) n’est pas continue autour de ce
rebord inférieur (13), ce qui définit des ouvertures
(65) a travers lesquelles le gaz dans I’emballage peut
passer pour permettre au gaz situé au-dessus du film
souple (7) de circuler et de venir en contact avec la
surface de la viande ou autres denrées (3) sous ce
film souple (7).

4. Emballage selon la revendication 3, dans
lequel le film souple (7) est également soudé sur le
rebord périphérique (5) et dans lequel des ouvertures
(67) sont ménagées dans cette portion du film souple
(7) entre le rebord inférieur (13) et le rebord périphé-
rigue (5), ce qui permet au gaz de passer afin que le
gaz situé au-dessus du film souple (7) puisse circuler
et venir en contact avec la surface de la viande ou
autres denrées (3) en dessous du film souple (7).

5. Procédé pour produire un emballage consis-
tant a procurer une base en matiére plastique (1), pla-
cer de la viande ou autres denrées (3) sur cette base
(1), placer un film souple en matiére plastique (7) sur
la viande ou autres denrées (3), cette base (1) étant
relativement rigide par comparaison avec le film sou-
ple (7),
caractérisé en ce qu'on comprime la viande ou autres
denrées (3) en amenant le film souple (7) a recouvrir
sous tension cette viande ou autres denrées (3),
on soude ensuite le film souple (7) sur la base (1) en
dessous de la surface supérieure de la viande ou
autres denrées (3) autour de la périphérie de la base
(1) tout en maintenant la tension exercée sur le film,
on place un couvercle (9) en matiére plastique sur ce
film souple (7) et on le soude par rapport ala base (1),
un espace (11) étant ménagé entre le couvercle (9) et
le film souple (7) et un gaz étant amené dans|’espace
(11) pour améliorer la conservation des denrées
emballées en passant a travers le film souple (7), et
le film souple (7) est maintenu pratiguement conti-
nuellement sous tension par la soudure et par les for-
ces dirigées vers I'extérieur exercées sur lui du fait
que la viande ou autres denrées analogues (3) sont
maintenues surla base (1) en compression par ce film
souple (7).

6. Procédé selon la revendication 5, dans lequel
I'’emballage a un rebord périphérique supérieur (5) et
un rebord inférieur (13) intermédiaire entre le rebord
supérieur (5) et le fond de la base (1), le film souple
(7) étant soudé sur ce rebord inférieur (13).

7. Procédé selon la revendication 6, lorsque
dépendant de la revendication 5, consistant a souder
en une soudure non continue (17) le film (7) sur le
rebord inférieur (13), ce qui procure des ouvertures
(65) entre les soudures (17), ouvertures a travers le
gaz dans I'emballage au-dessus du film souple (7)
peut circuler et venir en contact avec la surface de la
viande ou autres denrées (3) situées sous le film sou-
ple (7).

8. Procédé selon la revendication 7, consistant a
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souder également le film souple (7) sur le rebord péri-
phérique (5) et a prévoir des ouvertures (67) dans
cette portion du film souple (7) comprise entre le
rebord inférieur (13) et le rebord périphérique (5), ce
qui permet au gaz au-dessus du film souple (7) de
pouvoir circuler et venir en contact avec la surface de
la viande ou autres denrées (3) situées sous ce film
souple (7).

9. Appareil pour produire un emballage constitué
par une base relativement rigide (1), de la viande ou
autres denrées (3) disposées sur cette base (1), un
film souple (7) tendu au-dessus de cette viande ou
autres denrées (3), et un couvercle (9) soudé sur la
base (1), cette base étant rigide par rapport au film
souple (7), cet appareil ayant des moyens (52,47)
pour supporter la base (1) avec les denrées (3) pla-
cées sur cette base a un poste de travail, des moyens
a ce poste de travail pour tenir tendu le film souple (7)
lorsque ce film souple (7) est placé au-dessus des
denrées (3), caractérisé par :

(a) des moyens de poussoir (33,35,37) a ce poste

de travail pour déplacer le film souple (7) en direc-

tion des denrées (3) de fagon que le film souple
s’appligue sur la surface supérieure des denrées

(3) et soit tendu et étiré au-dessus de ces denrées

(3) en les comprimant, les régions latérales de ce

film souple (7) étant amenées a une position en

dessous de la surface supérieure des denrées

(3)

(b) des moyens de soudage (55) pour fixer les

régions latérales du film souple sur la base (1)

tout en maintenant ce film tendu;

(c) des moyens pour appliquer un couvercle (9)

sur la base (1) de telle sorte que, lorsque le cou-

vercle (9) est soudé sur la base (1), il existe un
espace (11) entre le couvercle (9) et le film souple

@

(d) des moyens (71) pour introduire dans cet

espace (11) un gaz qui améliore la conservation

de ces denrées (3); et

(d) des moyens (57) pour sceller le couvercle (9)

et le film souple (7) sur la base (1) pour confiner

le gaz dans cet espace (11) et lui permettre de

passer de cet espace (11) jusqu’aux denrées (3),

d’ou il résulte que la viande ou autres denrées (3)

sont maintenues appliquées fermement sur la

base (1) en compression par la tension appliquée

de fagon continue au film souple (7).

10. Appareil selon la revendication 9, dans lequel
les moyens de poussoir (33,35,37) pour déplacer le
film sont refroidis par des moyens de refroidissement.

11. Appareil selon la revendication 9, dans lequel
les moyens (55) de fixation comportent un premier
plateau chauffant (53) pour chauffer les moyens (55)
pour sceller le film souple (7) sur la base (1).

12. Appareil selon la revendication 11, dans
lequel les moyens (57) pour sceller comprennent un
deuxiéme plateau chauffant (57) pour sceller le cou-
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vercle (9) sur la base (1).

13. Appareil selon la revendication 9, comportant
en outre des moyens (71) pour introduire le gaz dans
I'espace (11) & une pression relativement plus élevée
que la pression régnant sous le film souple (7), d’ou
il résulte que ce film souple (7) est maintenu avec les
denrées sur la base (1), le film souple (7) étant éga-
lement appliqué sur ces denrées par la différence de
pression s’exergant sur ce film souple (7).
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