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Description

BACKGROUND OF THE INVENTION

[0001] The present invention relates to a device and
method for forming packaging, More specifically, the
present invention relates to tooling and a method of us-
ing the tooling to mold small self-standing packaging
containers or sachets from unitary generally rectangular
cardboard blanks.
[0002] Small disposable packaging containers or sa-
chets are commonly used to provide consumer samples
for assorted products, especially for fluidic products.
The unitary blanks used to form the sachets are lami-
nated with a moisture proof coating and, when molded,
form a completely sealed and sterile environment. The
sample products include lotions, perfumes, food prod-
ucts and other consumer goods which would benefit
from small sealed unitary packaging. High quality cos-
metics are marketed through the use of sachets embla-
zoned with trademarks and configured for particular
trade dresses. Self standing sachets are used in the ho-
tel and restaurant industry to provide consumer prod-
ucts in bathroom facilities, eliminating the need for stor-
age baskets or the like. There is an ongoing need in the
art to provide improved tooling for forming sachets in
appealing self-standing shapes.
[0003] Various apparatus have been developed for
the formation of packaging containers from unitary
blanks including Belgian Patent No. BE 547 082, which
is in accordance with the preambles of claims 1 and 11,
and United States Patent No. 5,313,767. The previous
apparatus contain sharp comers and edges which might
damage unitary blanks during the forming of packaging
containers or sachets. These previous apparatus
formed sachets that rely on sharp folds and corners for
support points and had difficulty forming curved or
bowed support surfaces from unitary blanks. The
present invention has been fashioned with rounded edg-
es and curved surfaces to better form curved or bowed
surfaces from unitary blanks. The curved surfaces of the
present invention decrease the chances of puncturing
unitary blanks and create more possibilities for the con-
figuration of unitary blanks. The present invention may
more easily form curved surfaces and integrate these
surfaces with sharply angled surfaces to create contain-
ers that were previously very troublesome to form.

SUMMARY OF THE INVENTION

[0004] The present invention involves the use of tool-
ing with curved surfaces and rounded edges to form
packages or sachets from unitary generally rectangular
cardboard blanks. An object of the present invention is
to decrease the incidence of damaged packaging due
to the sharp edges used on previous tooling. Another
object of the invention is to increase the number of pack-
aging shapes possible by forming curved surfaces in

packaging containers fashioned from the unitary blanks.
These objects are achieved by the apparatus of claims
1 and 11, and by the use of the apparatus according to
claim 8.

BRIEF DESCRIPTION OF THE DRAWINGS

[0005]

FIG. 1 is a front bottom perspective of a sachet
formed by the tooling of the present invention;
FIG. 2A is a front elevation view of the first mandrel
of the present invention;
FIG. 2B is a front elevation view of the second man-
drel of the present invention;
FIG. 2C is a side elevation view of the first mandrel
of the present invention;
FIG. 2D is a side elevation of the second mandrel
of the present invention;
FIG. 2E is a bottom view of the first mandrel of the
present invention;
FIG. 2F is a top view of the second mandrel of the
present invention;
FIG. 3 is a top view of one embodiment of the unitary
blank used in the present invention; and
FIG. 4 is an elevation view showing the forming of
a package by the complementary mandrels of the
present invention.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENT

[0006] FIG. 1 is a bottom perspective view of the fin-
ished molded package or sachet 94 created by the im-
proved tooling of the present invention and illustrates
the base configuration 98. As can be seen by FIG. 1,
the sachet base 98 assumes the general configuration
of the forming surfaces 12 and 42 integral to mandrels
10 and 40, shown in FIGS. 2A-2F, from which it was
molded. End triangular segments 74 are shown curving
inwardly into the sachet structure from center segment
72 to create recesses 87. There is no exact line of de-
lineation or border between triangular segments 74 and
center segment 72, but rather a gradual succession as
shown by curved edges 73. The curved edges 73 and
gradual slope between triangular segments 74 and
center segment 72 resist puncturing caused by previous
tooling, as no abrupt fold or crease is created. The
curved edges 73 also allow the sachet 94 to stand erect
upon on its center segment 72 while being supported at
opposite ends by the bottom of sealed side seams 92
created by the fusing of package sides 86 during the
forming process, as shown in FIG. 4.
[0007] FIG. 2A is a front elevation view of the first
mandrel of the present invention generally shown as 10.
The mandrel 10 has a forming surface 12 that is convex
in shape and located on its bottom end. The forming sur-
face 12 is hemmed by a rounded perimeter edge 17
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which defines the general exterior outline of the forming
surface 12. A center segment 14 is bowed outward and
defined by rounded edges 16. Bordering the center seg-
ment 14 are two triangular segments 18 that slope up-
ward from the center segment 14 to complete the form-
ing surface 12 of the first mandrel 10. The rounded edg-
es 16 created a gradual succession between the center
segment 14 and the triangular segments 18.
[0008] The lengthwise sides of the first mandrel 10,
as shown in FIG. 1, have flat parallel center sections 20
defined by generally straight longitudinal edges 24
which extend for substantially the length of the first man-
drel 10. Angled side sections 22 abut flat parallel sec-
tions 20 and converge to generally straight longitudinal
end edges 26. This convergence of angled side sections
22 is consistent with the shape of the triangular seg-
ments 18 located on the forming surface 12 which de-
fines the bottom ends of the angled side sections 22. A
bore 30 is located on the top end 28 of the first mandrel
10 and is used for mounting the mandrel 10 to a posi-
tioning device such as a cylinder shaft, gear box shaft,
solenoid shaft, motor shaft and other actuation devices
known to persons of ordinary skill in the art
[0009] The complementary or second mandrel is
shown in FIG. 2B generally as 40. The mandrel 40 has
a forming surface 42 that is concave in shape and locat-
ed on its top end. The forming surface 42 is bordered
by a rounded perimeter edge 47 which defines the gen-
eral exterior outline of the forming surface 42. A center
segment 44 is bowed inward and defined by rounded
edges 46. Bordering the center segment 44 are two tri-
angular segments 48 that slope upward from the center
segment 44 to complete the forming surface 42 of the
second mandrel 40. As in the first mandrel 10 the round-
ed edges 46 created a gradual succession between the
center segment 44 and the triangular segments 48.
[0010] The lengthwise sides of the second mandrel
40, as shown in FIG. 2B, have flat parallel center sec-
tions 50 defined by generally straight longitudinal edges
54 which extend for substantially the length of the first
mandrel 40, and are similar to generally straight longi-
tudinal edges 24 of the first mandrel 10. Angled side sec-
tions 52, similarly to angled side sections 22 of the first
mandrel 10, abut flat parallel sections 50 and converge
to generally straight longitudinal end edges 56. This
convergence of angled side sections 22 is consistent
with the shape of the triangular segments 48 located on
the forming surface 42 which defines the top end of the
angled side sections 52. A bore 60 is located on the bot-
tom end 58 of the second mandrel 40 and is used for
mounting the mandrel to a device such as a cylinder
shaft, gear box shaft, solenoid shaft, motor shaft and
other actuation devices known to persons of ordinary
skill in the art.
[0011] The forming surface 42 of the second mandrel
40 is fashioned to be complementary to the forming sur-
face 12 of the first mandrel 10, as shown in FIGS. 2A-
2F. When forming surface 12 and forming surface 42 are

brought together, both surfaces should substantially ad-
join throughout. This complementary function allows
unitary blanks, when placed between the forming sur-
faces 12 and 42, to be generally supported throughout
on the areas which contact the forming surfaces 12 and
42. By supporting the unitary blanks on both sides the
final shape of the sachet is better determined and the
occurrence of puncturing is decreased.
[0012] FIG. 2C is a side elevation view of the first man-
drel 10 and helps to better illustrate how the angled side
sections 22 converge to longitudinal end edges 26. Tri-
angular sections 18 generally assume the planar cross
section of angled side sections 22 at the forming surface
12 located at the bottom end of the first mandrel 10.
Bowed center segment 14 curves to rounded edges 16
which faintly define one side of the triangular sections
18. FIG. 2D is a side elevation view of the complemen-
tary or second mandrel 40 and, similar to FIG. 2C,
shows angled side sections 52 converging to longitudi-
nal end edges 56.
[0013] Figure 2E is a bottom view of the first mandrel
10. In this view the horizontal planar features of the form-
ing surface 12 are better illustrated. The center segment
14 is located between triangular segments 18 and bor-
dered by rounded edges 16, Longitudinal end edges 26
are shown at the vertexes of triangular segments 18 as
angled side sections 22 converge outwardly from flat
parallel center sections 20.
[0014] Figure 2F is a top view of the second mandrel
40. In this view, similar to Figure 2E, the horizontal pla-
nar features of the forming surface 42 are better illus-
trated. The center segment 44 is located between trian-
gular segments 48 and bordered by rounded edges 46.
The center segment 44 and rounded edges 46 differ
slightly from the rounded edges 16 of the first mandrel,
as the arc of the center segment 44 and rounded edges
46 extend inwardly to the second mandrel 40 in a con-
cave fashion, The degree of curvature for the rounded
edges 46 is also less than the degree of curvature for
the rounded edges 16. Longitudinal end edges 56 are
shown at the vertexes of triangular segments 48 as an-
gled side sections 52 converge outwardly from flat par-
allel center sections 50.
[0015] Figure 3 is a top view of one embodiment of
the unitary blanks 70 used to form the packages or sa-
chets. The unitary blank 70 may be composed of a rel-
atively rigid sheet of paper coated or otherwise covered
with a thermoplastic material. In other embodiments a
suitable substantially thermoplastic or metallic unitary
blank may also be used. Unitary blank 70 is generally
rectangular in form with integral cap segments 71 locat-
ed on either end. At the center of the unitary blank 70 is
a bottom segment 80, defined by parallel creases 82,
from which the final molded container will stand upright
upon. The center segment 72 is located in this bottom
segment 80. Bordering the center segment 72 are trian-
gular segments 74. There is no exact line of delineation
or border between triangular segments 74 and center
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segment 72, but rather a gradual succession. When the
bottom 80 is fully formed the triangular segments 74 will
slope upward from the center segment 72. Finger creas-
es 78 are positioned along lines A and A'. When the
forming surfaces 12 and 42 sandwich the unitary blank,
these finger creases 78 will create a curving point along
lines A and A' to allow the center segment 72 to gradu-
ally curve upward to triangular segments 74. Opposing
end triangle segments 85 will become upright and. op-
posing end rectangular segments 88 will become up-
right and make contact with their opposite rectangular
segments 88.
[0016] The formation of the container takes place
when the two mandrels are brought together and sand-
wich the unitary blank 70, as shown in FIG. 4, by a pack-
age forming and filling machine. Such a machine is dis-
closed within the following U.S. patent, 5,313,767 enti-
tled "Multiple Package Forming and Filling Machine" is-
sued to Gentile on May 24, 1994 and is incorporated by
reference herewithin. When the two opposing sides 86
of the unitary blank 70 are brought together by mandrels
10 and 40 in a forming die 96, the two opposing sides
86 will pivot upward about parallel creases 82, the trian-
gular segments 74 will slope upward about finger creas-
es 78 forming recesses, opposing end triangle seg-
ments 85 will become generally upright and opposing
end rectangular segments 88 will become upright and
make contact with their opposite rectangular segments
88. The die 96 will then heat and fold the blank unitary
blank 70 along side creases 84 and, after the sachet is
filled, close the top of the unitary blank 70 to seal the
package in its molded form.
[0017] It is to be understood that the invention is not
limited to the exact construction illustrated and de-
scribed above, but that various changes and modifica-
tions may be made without departing from the scope of
the invention as defined in the following claims.

Claims

1. An apparatus for the formation of packaging (94)
from unitary blanks (70) comprising:

a first mandrel (10) having a convex end sur-
face (12), said convex end surface (12) defining
a first center segment (14) and a first pair of
triangular segments (18) adjoining said center
segment (14) on opposite sides of said first
center segment (14) and separated from said
center segment (14) by edges (16); and
a second mandrel (40) having a concave end
surface (42), said concave end surface (42) de-
fining a second center segment (44) and a sec-
ond pair of triangular segments (48) adjoining
said center segment (44) on opposite sides of
said second center segment (44) and separat-
ed from said center segment (44) by edges

(46), said convex end surface (12) and said
concave end surface (42) being complementa-
ry, whereby when said convex end surface and
said concave end surface (42) are brought into
contact with one of said unitary blanks (70), the
surfaces (12) and (42) form a substantially con-
stant separation gap, whereby said first man-
drel (10) and said second mandrel (40) engage
one of said unitary blanks (70) such that said
blank (70) is compressed between said first
mandrel end surface (12) and said second
mandrel end surface (42) to form said unitary
blank (70) into said packaging (94), character-
ized by said first center segment (14) having a
convex shape and said second center segment
(44) having a concave shape, said edges (16,
46) of said first and second mandrels (10, 40)
being rounded, wherein there is only a general
delineation between said first and second cent-
er segments (14, 44) and said first and second
plurality of triangular segments (18, 48).

2. The apparatus of claim 1 characterized by said first
mandrel (10) being positioned above said second
mandrel (40) and said first pair of triangular seg-
ments (18) sloping upward from said first center
segment (14).

3. The apparatus of claim 1characterized by said first
mandrel (10) being positioned above said second
mandrel (40)and said second pair of triangular seg-
ments (48) sloping upward from said second center
segment (44).

4. The apparatus of claim 1 characterized by said first
and second mandrels (10, 40) further including flat
parallel center sections (20, 50) which extend for
substantially the lengths of said first and second
mandrels (10, 40) and define edges (24) of said first
mandrel (10) first center segment (14) and of said
second mandrel (40) second segment (44), and fur-
ther include angled side sections (22, 52) which
abut said flat parallel center sections (20, 50) con-
verging generally to straight longitudinal end edges
(26, 56).

5. The apparatus of claim 4 characterized by said
straight longitudinal end edges (26, 56) being
rounded.

6. The apparatus of claim 1 characterized by said first
mandrel (10) and said second mandrel (40) includ-
ing a connection surface (28, 58) defining bores (30,
60).

7. The apparatus of claim 1 characterized by said first
mandrel (10) being adapted to have said blank (70)
shaped around it.
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8. The use of the apparatus of claim 1 whereby each
of said unitary blanks (70) is comprised of a sub-
stantially rectangular sheet of cardboard having a
heat sealable coating.

9. The use of claim 8 whereby said unitary blank (70)
further comprises an integral cap (71).

10. The use of claim 9 whereby said unitary blank (70)
further comprises.

a first set of creases (82) which define a seg-
ment (80) delineating the bottom of said unitary
blank (70);
a second set of creases (76) within said bottom
which define triangular segments (74);
a third set of creases (83, 84) which define end
rectangular segments (88) that abut said trian-
gular segments (74); and

wherein said unitary blank (70) is designed to
be sandwiched between said first and second man-
drels (10, 40) and folded along said creases to cre-
ate a stable bottom section, whereby said packag-
ing can stand upright.

11. An apparatus for the formation of packaging from
unitary substantially rectangular blanks (70) in
which the blank (70) is clamped between a first
mandrel and a second mandrel in a region of the
blank forming an end surface of the packaging and
wherein said end surface allows said packaging to
be self-standing characterized by:

said first mandrel (10) having a convex end sur-
face (12), said convex end surface (12) having
rounded edges (16) that define a center seg-
ment (14) which curves outwardly from said first
mandrel (10), a pair of triangular segments (18)
which abut said center segment (14) on oppo-
site sides of said center segment (14), said
rounded edges (16) providing only a general
delineation creating a gradual succession be-
tween said convex center segment (14) and
said triangular segments (18) and flat parallel
center sides (20) defined by generally straight
longitudinal edges (24) which abut angled side
(22) that converge from said center segment
(14) to generally straight longitudinal end edg-
es (26) that extend for the length of said first
mandrel (10); and
said second mandrel (40) having a concave
end surface (42) complementary to said convex
end surface (12), said concave end surface(42)
having rounded edges (46) that define a center
segment (44) which curves inwardly to said
second mandrel (40), a pair of triangular seg-
ments (48) which abut said center segment (44)

on opposite sides of said center segment (44),
said rounded edge (46) providing only a gener-
al delineation creating a gradual succession
between said concave center segment (44) and
said triangular segments (48) and flat parallel
center sides (50) defined by generally straight
longitudinal edges (54) which abut angled sides
(56) that converge from said flat parallel center
sides (50) to generally straight longitudinal end
edges (56) that extend for the length of said
second mandrel (40), whereby said first man-
drel (10) and said second mandrel (40) engage
one of said unitary blanks (70) such that said
blank (70) is compressed between said first
mandrel end surface (12) and said second
mandrel end surface 42 to form said unitary
blank (70) into said packaging.

Patentansprüche

1. Vorrichtung zum Herstellen einer Verpackung (94)
aus einheitlichen Rohlingen (70), aufweisend:

Einen ersten Dorn (10) mit einer konvexen End-
fläche (12), wobei die konvexe Endfläche (12)
ein erstes zentrales Segment (14) und ein er-
stes Paar von dreiekkigen Segmenten (18)
festlegt, die auf gegenüberliegenden Seiten
des ersten zentralen Segments (14) sich an
das zentrale Segment (14) anschließen und
von dem zentralen Segment (14) durch Ränder
(16) getrennt sind, und
einen zweiten Dorn (40) mit einer konkaven
Endfläche (42), wobei die konkave Endfläche
(42) ein zweites zentrales Segment (44) und
ein zweites Paar von dreieckigen Segmenten
(48) festlegt, die auf gegenüberliegenden Sei-
ten des zweiten zentralen Segments (44) sich
an das zentrale Segment (44) anschließen und
von dem zentralen Segment (44) durch Ränder
(46) getrennt sind, wobei die konvexe Endflä-
che (12) und die konkave Endfläche (42) kom-
plementär gebildet sind, wobei dann, wenn die
konvexe Endfläche (12) und die konkave End-
fläche (42) mit einem der einheitlichen Rohlin-
ge (70) in Kontakt gebracht werden, die Ober-
flächen (12) und (42) einen im Wesentlichen
konstanten Trennspalt bilden, wobei der erste
Dorn (10) und der zweite Dorn (40) mit einem
der einheitlichen Rohlinge (70) derart in Eingriff
gelangen, dass der Rohling (70) zwischen der
ersten Dornendfläche (12) und der zweiten
Dornendfläche (42) zusammengedrückt wird,
um den einheitlichen Rohling (70) in die Ver-
packung (74) auszubilden, dadurch gekenn-
zeichnet, dass das erste zentrale Segment
(14) eine konvexe Form aufweist und das zwei-
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te zentrale Segment (44) eine konkave Form
aufweist, dass die Ränder (16, 46) der ersten
und zweiten Dorne (10, 40) verrundet sind, wo-
bei zwischen den ersten und zweiten zentralen
Segmenten (14, 44) und den ersten und zwei-
ten der mehreren dreieckigen Segmente (18,
48) lediglich eine allgemeine Abgrenzung vor-
liegt.

2. Vorrichtung nach Anspruch 1, dadurch gekenn-
zeichnet, dass der erste Dorn (10) über dem zwei-
ten Dorn (40) zu liegen kommt und dass das erste
Paar dreieckigen Segmente (18) ausgehend von
dem ersten zentralen Segment (14) schrägt nach
oben verläuft.

3. Vorrichtung nach Anspruch 1, dadurch gekenn-
zeichnet, dass der erste Dorn (10) über dem zwei-
ten Dorn (40) zu liegen kommt und dass das zweite
Paar der rechteckigen Segmente (48) ausgehend
von dem zweiten zentralen Segment (44) schräg
nach oben verläuft.

4. Vorrichtung nach Anspruch 1, dadurch gekenn-
zeichnet, dass die ersten und zweiten Dorne (10,
40) flache parallele zentrale Abschnitte (20, 50) auf-
weisen, die sich im Wesentlichen über die Längen
der ersten und zweiten Dorne (10, 40) erstrecken
und Ränder (24) des ersten zentralen Segmentes
(14) des ersten Dorns (10) und des zweiten Seg-
ments (44) des zweiten Dorns (40) festlegen, wobei
sie außerdem gewinkelte Seitenabschnitte (22, 52)
aufweisen, die an den flachen parallelen zentralen
Abschnitten (20, 50) anliegen, die im Wesentlichen
in gerade Längsendränder (26, 56) konvergieren.

5. Vorrichtung nach Anspruch 4, dadurch gekenn-
zeichnet, dass die geraden Längsendränder (26,
56) verrundet sind.

6. Vorrichtung nach Anspruch 1, dadurch gekenn-
zeichnet, dass der erste Dorn (10) und der zweite
Dorn (40) eine Verbindungsfläche (28, 58) festle-
gen, die Bohrungen (30, 60) festlegt.

7. Vorrichtung nach Anspruch 1, dadurch gekenn-
zeichnet, dass der erste Dorn (10) dazu ausgelegt
ist, den Rohling (70) um ihn geformt aufzunehmen.

8. Verwendung der Vorrichtung nach Anspruch 1, wo-
bei jeder der einheitlichen Rohlinge (70) aus einem
im Wesentlichen rechteckigen Kartonbogen mit
wärmeabdichtbarer Beschichtung aufweist.

9. Verwendung nach Anspruch 8, wobei der einheitli-
che Rohling (70) außerdem eine integrale Kappe
(71) aufweist.

10. Verwendung nach Anspruch 9, wobei der einheitli-
che Rohling (70) außerdem aufweist:

Einen ersten Satz von Falzen (82), die ein Seg-
ment (80) festlegen, das den Boden des ein-
heitlichen Rohlings (70) begrenzt,
einen zweiten Satz von Falzen (76) in dem Bo-
den, der dreieckige Segmente (74) festlegt,
einen dritten Satz von Falzen (83, 84), die
rechteckige Endsegmente (88) festlegen, die
an den dreieckigen Segmenten (74) anliegen,
und
wobei der einheitliche Rohling (70)-dazu aus-
gelegt ist, sandwichartig zwischen den ersten
und zweiten Dornen (10, 40) zu liegen zu kom-
men und entlang den Falzen gefaltet zu wer-
den, um einen stabilen Bodenabschnitt zu bil-
den, wodurch die Verpackung aufrecht zu ste-
hen vermag.

11. Vorrichtung zur Herstellung einer Verpackung aus
einheitlichen, im Wesentlichen rechteckigen Roh-
lingen (70), wobei der Rohling (70) zwischen einem
ersten Dorn und einem zweiten Dorn in einem Be-
reich des Rohlings festgeklemmt ist, der eine End-
seite der Verpackung bildet, und wobei die Endseite
es der Verpackung erlaubt, von selbst zu stehen,
dadurch gekennzeichnet, dass
der erste Dorn (10) eine konvexe Endseite bzw. -flä-
che (12) aufweist, wobei die konvexe Endfläche
(12) verrundete Ränder (16) aufweist, die ein zen-
trales Segment (14) festlegen, das ausgehend von
dem ersten Dorn (10) auswärts gekrümmt verläuft,
ein Paar von dreieckigen Segmenten (18), die an
dem zentralen Segment (14) auf gegenüberliegen-
den Seiten des zentralen Segments (14) anliegen,
wobei die verrundeten Ränder (16) lediglich eine
allgemeine Begrenzung bereit stellen unter Erzeu-
gung eines allmählichen Übergangs zwischen dem
konvexen zentralen Segment (14) und den dreiek-
kigen Segmenten (18) und den flachen parallelen
zentralen Seiten (20), die festgelegt sind durch all-
gemein gerade Längsränder (24), die an einer ge-
winkelten Seite (22) anliegen, die ausgehend vom
zentralen Segment (14) auf im Wesentlichen gera-
de Längsendränder (26) konvergieren, die sich
über die Länge des ersten Dorns (10) erstrecken,
und
der zweite Dorn (40) eine konkave Endfläche (42),
komplementär zu der konvexen Endfläche (12) auf-
weist, wobei die konkave Endfläche (42) verrundete
Ränder (46) aufweist, die ein zentrales Segment
(44) festlegen, das zu dem zweiten Dorn (40) ein-
wärts gekrümmt verläuft, ein Paar der dreieckigen
Segmente (48), die an das zentrale Segment (44)
auf gegenüberliegenden Seiten des zentralen Seg-
ments (44) anliegen, wobei die verrundeten Ränder
(46) lediglich eine allgemeine Begrenzung bereit
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stellen, die einen allmählichen Übergang zwischen
dem konkaven zentralen Segment (44) und den
dreieckigen Segmenten (48) und den flachen par-
allelen zentralen Seiten (50) erzeugen, die durch
allgemein gerade Längsränder (54) festgelegt sind,
die an gewinkelten Seiten (56) anliegen, die ausge-
hend von den flachen parallelen zentralen Seiten
(50) in Richtung auf allgemein gerade Längsen-
dränder (56) konvergieren, die sich über die Länge
des zweiten Dorns (40) erstrecken, wodurch der er-
ste Dorn (10) und der zweite Dorn (40) mit einem
der einheitlichen Rohlinge (70) derart in Eingriff ge-
langen, dass der Rohling (70) zwischen der ersten
Dornendfläche (12) und der zweiten Dornendfläche
(42) zusammengedrückt wird, um den einheitlichen
Rohling (70) in die Verpackung zu formen.

Revendications

1. Dispositif pour la formation d'emballage (94) à partir
de découpes unitaires (70) comprenant :

un premier mandrin (10) comportant une surfa-
ce d'extrémité convexe (12), ladite surface
d'extrémité convexe (12) définissant un pre-
mier segment central (14) et une première paire
de segments triangulaires (18) contigus audit
segment central (14) sur des côtés opposés du-
dit premier segment central (14) et séparés du-
dit segment central (14) par des bords (16) ; et
un deuxième mandrin (40) comportant une sur-
face d'extrémité concave (42), ladite surface
d'extrémité concave (42) définissant un deuxiè-
me segment central (44) et une deuxième paire
de segments triangulaires (48) contigus audit
segment central (44) sur des côtés opposés du-
dit deuxième segment central (44) et séparés
dudit segment central (44) par des bords (46),
ladite surface d'extrémité convexe (12) et ladite
surface d'extrémité concave (42) étant complé-
mentaires de telle manière que, lorsque ladite
surface d'extrémité convexe et ladite surface
d'extrémité concave (42) sont mises en contact
avec l'une desdites découpes unitaires (70), les
surfaces (12) et (42) forment un espace de sé-
paration sensiblement constant, de telle maniè-
re que ledit premier mandrin (10) et ledit
deuxième mandrin (40) se mettent en prise
avec l'une desdites découpes unitaires (70) de
telle sorte que ladite découpe (70) soit compri-
mée entre ladite surface d'extrémité (12) du
premier mandrin et ladite surface d'extrémité
(42) du deuxième mandrin afin de former ladite
découpe unitaire (70) en ledit emballage (94),
caractérisé par ledit premier segment central
(14) ayant une forme convexe et ledit deuxième
segment central (44) ayant une forme concave,

lesdits bords (16, 46) desdits premier et deuxiè-
me mandrins (10, 40) étant arrondis, dans le-
quel il existe uniquement une délimitation gé-
nérale entre lesdits premier et deuxième seg-
ments centraux (14, 44) et lesdites première et
deuxième pluralités de segments triangulaires
(18, 48).

2. Dispositif selon la revendication 1, caractérisé en
ce que le premier mandrin (10) est positionné au-
dessus dudit deuxième mandrin (40) et ladite pre-
mière paire de segments triangulaires (18) est incli-
née vers le haut à partir dudit premier segment cen-
tral (14).

3. Dispositif selon la revendication 1, caractérisé en
ce que ledit premier mandrin (10) est positionné au-
dessus dudit deuxième mandrin (40) et ladite
deuxième paire de segments triangulaires (48) est
inclinée vers le haut à partir dudit deuxième seg-
ment central (44).

4. Dispositif selon la revendication 1, caractérisé en
ce que lesdits premier et deuxième mandrins (10,
40) comprennent, en outre, des sections centrales
parallèles plates (20, 50) qui s'étendent sensible-
ment sur les longueurs desdits premier et deuxième
mandrins (10, 40) et définissent des bords (24) du-
dit premier segment central (14) dudit premier man-
drin (10) et dudit deuxième segment (44) dudit
deuxième mandrin (40), et comprennent, en outre,
des sections latérales inclinées (22, 52) qui sont
contiguës auxdites sections centrales parallèles
plates (20, 50) convergeant généralement vers des
bords d'extrémité longitudinaux droits (26, 56).

5. Dispositif selon la revendication 4, caractérisé en
ce que lesdits bords d'extrémité longitudinaux
droits (26, 56) sont arrondis.

6. Dispositif selon la revendication 1, caractérisé en
ce que ledit premier mandrin (10) et ledit deuxième
mandrin (40) comprennent une surface de liaison
(28, 58) définissant des alésages (30, 60).

7. Dispositif selon la revendication 1, caractérisé en
ce que ledit premier mandrin (10) est adapté pour
que ladite découpe (70) soit mise en forme autour
de lui.

8. Utilisation du dispositif selon la revendication 1, de
telle manière que chacune desdites découpes uni-
taires (70) soit composée d'une feuille de carton
sensiblement rectangulaire comportant un revête-
ment thermoscellable.

9. Utilisation selon la revendication 8, de telle manière
que ladite découpe unitaire (70) comprenne, en
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outre, un capuchon d'un seul tenant (71).

10. Utilisation selon la revendication 9, de telle manière
que ladite découpe unitaire (70) comprenne en
outre :

un premier ensemble de plis (82) qui définis-
sent un segment (80) délimitant le fond de la-
dite découpe unitaire (70) ;
un deuxième ensemble de plis (76) dans ledit
fond qui définissent des segments triangulaires
(74) ;
un troisième ensemble de plis (83, 84) qui dé-
finissent des segments d'extrémité rectangulai-
res (88) qui sont contigus auxdits segments
triangulaires (74) ; et
dans laquelle ladite découpe unitaire (70) est
conçue de manière à être intercalée entre les-
dits premier et deuxième mandrin (10, 40) et
pliée le long desdits plis afin de créer une sec-
tion de fond stable, de telle manière que ledit
emballage puisse tenir debout.

11. Dispositif pour la formation d'emballage à partir de
découpes unitaires sensiblement rectangulaires
(70), dans lequel la découpe (70) est serrée entre
un premier mandrin et un deuxième mandrin dans
une région de la découpe formant une surface d'ex-
trémité de l'emballage, et dans lequel ladite surface
d'extrémité permet audit emballage de tenir debout
de manière autonome, caractérisé par :

ledit premier mandrin (10) comportant une sur-
face d'extrémité convexe (12), ladite surface
d'extrémité convexe (12) ayant des bords ar-
rondis (16) qui définissent un segment central
(14) qui est incurvé vers l'extérieur par rapport
audit premier mandrin (10), une paire de seg-
ments triangulaires (18) qui sont contigus audit
segment central (14) sur des côtés opposés du-
dit segment central (14), lesdits bords arrondis
(16) réalisant uniquement une délimitation gé-
nérale, créant une progression graduelle entre
ledit segment central convexe (14) et lesdits
segments triangulaires (18) et les côtés cen-
traux parallèles plats (20) définis par les bords
longitudinaux généralement droits (24) qui sont
contigus au côté incliné (22) qui convergent à
partir dudit segment central (14) vers les bords
d'extrémité longitudinaux généralement droits
(26) qui s'étendent sur la longueur dudit pre-
mier mandrin (10) ; et
ledit deuxième mandrin (40) comportant une
surface d'extrémité concave (42) complémen-
taire à ladite surface d'extrémité convexe (12),
ladite surface d'extrémité concave (42) ayant
des bords arrondis (46) qui définissent un seg-
ment central (44) qui est incurvé vers l'intérieur

par rapport audit deuxième mandrin (40), une
paire de segments triangulaires (48) qui sont
contigus audit segment central (44) sur des cô-
tés opposés dudit segment central (44), lesdits
bords arrondis (46) réalisant uniquement une
délimitation générale, créant une progression
graduelle entre ledit segment central concave
(44) et lesdits segments triangulaires (48) et les
côtés centraux parallèles plats (50) définis par
les bords longitudinaux généralement droits
(54) qui sont contigus aux côtés inclinés (56)
qui convergent à partir desdits côtés centraux
parallèles plats (50) vers les bords d'extrémité
longitudinaux généralement droits (56) qui
s'étendent sur la longueur dudit deuxième
mandrin (40), de telle manière que ledit premier
mandrin (10) et ledit deuxième mandrin (40)
soient en prise avec l'une desdites découpes
unitaires (70) de telle sorte que ladite découpe
unitaire (70) soit comprimée entre ladite surfa-
ce d'extrémité (12) du premier mandrin et ladite
surface d'extrémité (42) du deuxième mandrin
afin de former ladite découpe unitaire (70) en
ledit emballage.
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