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Description
Technical Field

[0001] The present invention relates to a box-shaped
package assembly having a longitudinal direction and
comprising:

- aninner package in which a product, in particular a
granular product such as ground coffee, is hermeti-
cally vacuum-packed such that the inner package
and the vacuum-packed product contained therein
form a hard, box-shaped inner package unit, said
inner package unit having the same longitudinal di-
rection as the package assembly, a top, a bottom,
and a circumferential lateral wall extending between
the top and the bottom, and said inner package being
formed from a first flexible packaging material, es-
pecially a film material with barrier properties, and

- anouter package made from a second flexible pack-
aging material, in particular a paper material, and
being arranged enclosingly adjacent the inner pack-
age unit, said second packaging material being
wrapped around the inner package to form an over-
lap area extending in the longitudinal direction and
in which opposed side edges of the packaging ma-
terial overlap each other and are interconnected,
said outer package having the same longitudinal di-
rection as the package unit and provided with a top
and bottom and a circumferential lateral wall.

Background Art

[0002] Packages of the above type are today widely
used for packing ground coffee. The inner package,
which has barrier properties, serves to retain the aroma
of the coffee for long period of time until the package is
opened. The inner vacuum package unit has, however,
a slightly uneven surface structure caused especially by
creasing in the inner package during vacuum packaging.
This uneven surface structure is considered unappealing
by many consumers.

[0003] An essential object of the outer package is thus
to hide this uneven surface structure and to provide the
package assembly with an appearance which is appeal-
ing to the consumers. An additional object of the outer
package is that it can contain printed information about
the packed product.

[0004] Access to the packed product or coffee is
gained by opening both the outer package and the inner
package. It is known to form the top of the outer package
by means of folded-in end portions of the packaging ma-
terial to enable opening of the outer package without us-
ing utensils, said folded-in portions are kept in place by
means of a attached label. By removing the label, the
folded-in portions are exposed and access to the inner
package is obtained. This opening principle does, how-
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ever, not always work satisfactorily in that it is not always
possible to remove the adhered label in its entirety,
whereby the top of the outer package remains at least
partially closed. Further, DE 87 00 122 U1 discloses a
box-shaped vacuum package as stated in the preamble
to claim 1 comprising an inner hard box-shaped package
and an outer loose package. The vacuum package is
formed of two partially mutually connected film layers,
the film layers being mutually sealed in sealing seam
portions of the package.

[0005] Additionally, US 2 679 349 A discloses a box-
shaped package comprising an inner package and an
outer package. A circumferential wall of the outer pack-
age is provided with a tear strip defined by circumferential
parallel weakening lines.

[0006] DocumentEP-A-761532 discloses a method as
defined by the preamble of claim 9.

Disclosure of Invention

[0007] The object of the present invention is thus to
provide a package assembly of the above type, wherein
a simple and reliable opening of the outer package is
ensured. In satisfaction of the above object the package
assembly according to the invention is characterised in
that the circumferential lateral wall of the outer package
is provided with at least one circumferential weakening
line and that the weakening line(s) reduce(s) the tear
strength of the material by 50-90%, preferably by
60-90%. The weakening line provides such a weakening
of the outer package that it is easily torn manually along
said line. A sure and reliable opening of the outer package
is thus obtained. The weakening line may be provided
by perforating the material or by cutting partially through
the material by means of a laser beam or a knife. when
the weakening line is a perforation line including alter-
nating perforations, ie. throughcuts, and connecting por-
tions arranged with the same mutual spacing, the perfo-
rations constitute between 50 and 90% of the length of
the perforation line(s). The perforation may constitute be-
tween 60 and 90%, and in practice excellent results have
been obtained with a range between 70 and 80% when
the outer package is made of a paper material.

[0008] According to the invention the at least one
weakening line may extend rectilinearly in its entirety.
[0009] The atleast one weakening line may at least in
some areas, however, also be provided with a non-rec-
tilinear extent. By providing the weakening line with a
non-rectilinear extent at leastin some areas, itis possible
to divert the weakening line away from prints, such as
eg. logos or other prints, on the outer package, thereby
providing a high degree of freedom as to the graphic de-
sign of the outer package.

[0010] Furthermore, according to the invention the out-
er package may be provided with two mutually spaced
apart, circumferential weakening lines. The two weaken-
ing lines may be mutually parallel.

[0011] The lines may, however, also extend non-mu-
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tually parallel at least in some areas.

[0012] Moreover, according to the invention the two
weakening lines may have a rectilinear extent in their
entirety.

[0013] According to a preferred embodiment of the in-
vention a gripping flap may be provided in an area defined
by the two weakening lines. By gripping the gripping flap
and pulling this in a circumferential direction, a strip of
the outer package’s circumferential wall is torn, said strip
being defined by the two weakening lines. Easy access
to the top of the inner package is thus obtained by re-
moving the top of the outer package and the associated
upper portion of the outer package’s circumferential wall.
[0014] The gripping flap is advantageously provided in
the longitudinal overlap area of the outer package, ie. in
the outermost side edge of the packaging material.
[0015] Furthermore, according to the invention the lon-
gitudinal overlap area of the outer package may advan-
tageously be provided adjacent a longitudinal corner of
the package, thereby facilitating gripping of the gripping
flap.

[0016] The weakening line(s) may advantageously be
arranged adjacent the top of the outer package.

[0017] When - as it is preferred - a paper material is
used for the outer package, the grammage thereof is less
than 150 g/m2, preferably 50-100 g/m2. A grammage of
between 65 and 95 g/m?2 is considered particularly ad-
vantageous, and in practice excellent results have been
obtained with a grammage of 80 g/m2.

[0018] Theinvention further relates to a method of pro-
ducing a box-shaped package according to the invention
and wherein:

- a first web-shaped, flexible packaging material is
supplied in its longitudinal direction to a packaging
manufacturing machine in which a sheet of the first
web material is separated from the web and trans-
versely of the web direction is wrapped around a
mandrel with a rectangular cross-section, and op-
posed, overlapping side edges of the packaging
sheet are mutually sealed along a longitudinal seal-
ing seam to form a hose, which is closed by means
of atransverse seal in an area of the hose extending
beyond the free end of the mandrel, whereby a box-
shaped inner package with a closed bottom and an
open top is formed,

- asecond web-shaped, flexible packaging material,
preferably a paper material, is supplied in its longi-
tudinal direction to the packaging manufacturing ma-
chine, in which a sheet of the second web material
is separated and transversely of the web direction is
wrapped around the mandrel on which the inner
packageis arranged, opposed overlapping side edg-
es of the second packaging sheet are mutually
sealed, eg. by gluing, by means of alongitudinal seal-
ing seam to form a hose, an area of the hose extend-
ing beyond the bottom of the inner package and the
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free end of the mandrel is folded inwards onto the
bottom of the inner package and sealed, eg. by glu-
ing, to form the bottom of the outer package;

- the formed outer and inner packages are removed
from the mandrel and the desired product, especially
a granular product such as ground coffee, is filled
into the open inner package;

- the interior of the inner package with the product is
subjected to vacuum in a vacuum chamber, and the
inner package is closed by means of a transverse
seal while being in the vacuum chamber, whereby a
closed top is formed on the inner package,

- areas of the outer package extending beyond the
closed top of the inner package are folded inward
onto the top of the inner package and sealed, eg. by
gluing, to form the top of the outer package.

[0019] Such a method of manufacturing of a box-
shaped package assembly is for instance known from
the company of Robert Bosch GmbH'’s leaflet called
"PKD 3121 BV, PKD 3122 BV - Vacuum Package Makers
for ground coffee".

[0020] The method according to the invention is char-
acterised in that the second web-shaped packaging ma-
terial supplied to the packaging manufacturing machine
is provided with at least one weakening line extending
transversely of the longitudinal direction of the second
packaging material.

[0021] When manufacturing a package according to
the invention by means of the above method according
to the invention, the said at least one weakening line ex-
tending transversely of the longitudinal direction of the
second packaging material provides the least one cir-
cumferential weakening line in the outer package’s cir-
cumferential lateral wall.

[0022] The atleastone transverse weakening line may
extend rectilinearly in the width of the entire web. It may,
however, also at least in some areas have a non-recti-
linear course across the web.

[0023] Furthermore, the supplied second web-shaped
packaging material may be provided with two mutually
spaced apart weakening lines jointly defining a trans-
verse strip-shaped area of the web. This strip-shaped
area is intended to define a strip-shaped area on the cir-
cumferential wall of the outer package, said area being
torn off for opening of the outer package as explained
above.

[0024] Inthe said area defined by the weakening lines
an end portion may be provided which serves to form a
gripping flap.

[0025] The gripping flap is advantageously provided at
one of the side edges of the second web-shaped pack-
aging material.



5 EP 1919 795 B1 6

Brief Description of the Drawing(s)

[0026] The invention is explained in detail below with
reference to the drawings, in which

Fig. 1 is an isometric view of a first embodiment of
a package assembly according to the invention,

Fig. 2 is a small-scale, isometric, exploded view of
the package assembly according to the invention
shown in Fig. 1,

Fig. 3 is a front view in the direction of the arrow Il
in Fig. 1 of a second embodiment of a package as-
sembly according to the invention, and

Fig. 4 is a diagrammatic view of a method according
to the invention for manufacturing the embodiment
of a package assembly according to the invention
shown in Figs. 1 and 2.

Best Mode(s) for Carrying out the Invention

[0027] The embodiment of a box-shaped package as-
sembly 1 according to the invention shown in Figs. 1 and
2 comprises a hard, box-shaped inner package unit 2
and an outer package 3.

[0028] The inner package unit 2 is formed from a bag-
shaped inner package 4 in which a preferably granular
product such as ground coffee is hermetically vacuum-
packed such that the inner package and the vacuum-
packed product therein form the box-shaped, hard inner
package unit 2 in a known manner. The inner package
4 is made from a flexible film material with barrier prop-
erties and as seen in Fig. 2 the package is provided with
a longitudinal seal 5 extending in the longitudinal direc-
tion L, and by means of which opposed side edges of the
packaging material are mutually sealed. At the top 6 of
the inner package the inner packaging material is sealed
inner face to inner face by means of a not-shown trans-
verse seal. Top flaps 7, 8 formed in the inner packaging
material due to the transverse seal are folded inward.
[0029] Atits bottom 9 the inner package 4 is closed by
means of a transverse seal 10. Bottom flaps 11, 12
formed due to the transverse seal 10 are folded inwards.
A typical film material for the formation of the inner pack-
age 4 is a laminate comprising OPET-A1-PE, wherein
OPET is oriented polyethylene terephthalate, A1 is alu-
minium, which may be an aluminium film or a metallisa-
tion, and PE is polyethylene. Numerous other laminates
or film can, however, also be used depending on the
packed product, as well-known to persons skilled in the
art.

[0030] Referring now to Figs. 1 and 2, the outer pack-
age 3 is made from a second flexible packaging material,
which in the present embodiment is a paper material, but
which in principle also may be a flexible plastic film. The
outer package 3 is arranged enclosingly adjacent the in-
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ner package unit 2. To this end the second packaging
material, ie. the paper material, is wrapped around the
inner package unit 2 while an overlap area 13 is formed
extending in the longitudinal direction L, confer Fig. 1.
Opposed side edges of the packaging material are joined
by gluing in the overlap area 13. In the shown embodi-
ment the overlap area 13 is arranged adjacent a longitu-
dinal corner 14 of the outer package 3 in such a manner
thatthe edge 15 of the outermost side edge in the overlap
area 13 is immediately adjacent the corner 14.

[0031] The outer package 3 has a circumferential wall
16 arranged adjacent a circumferential wall 17 of the in-
ner package unit 2. Extension areas of the outer pack-
age’s 3 circumferential wall 16 which initial extend be-
yond the bottom 9 of the inner package 4 are folded in-
wards and sealed togetherin a known manner, as shown
by means of the bottom flaps 18, 19 so as to form a closed
bottom 20 on the outer package. The bottom 20 is ar-
ranged closely adjacent the bottom 9 of the inner pack-
age. The bottom flap 19 is the outermost flap.

[0032] Correspondingly, extension areas of the outer
package’s 3 circumferential wall 16 are folded inwards
against the top 6 of the inner package unit 2, as shown
by means of the top flaps 21, 22. The top flaps 21, 22
are retained by means of a top label 23 to form the top
24 of the outer package. In this connection it should be
noted that the top 24 of the outer package may also be
closed by using the same closing principle as used for
the bottom 20 of the outer package 3, ie. by means of
interconnected flaps 18, 19. Similarly, the bottom 20 of
the outer package may also be closed by means of the
closing principle used for the top, ie. by means of an
adhered top label 23.

[0033] Near the top 24 the circumferential wall 16 of
the outer package 3 is provided with two circumferential,
mutually parallel weakening lines 25, 26, which are illus-
trated in the drawings as perforation lines. The weaken-
ing lines 25, 26 jointly define a strip 27 having a gripping
flap 28 in the overlap area 13. The gripping flap 28 is
defined by a portion 29 of the free edge 15 of the overlap
area and by two incisions 30, 31 being aligned with their
respective weakening line 25, 26. By gripping and pulling
the gripping flap 28 in the direction of the arrow P, the
strip 27 is torn along the weakening lines 25, 26. A lower
area of the outer package is thus separated from the
upper area of the outer package, said upper area ar-
ranged above the uppermost weakening line 25. Remov-
al of the said upper area provides access to the top 6 of
the inner package unit 2. It is thus possible to open the
inner package.

[0034] Fig. 3 shows another embodiment of a package
assembly according to the invention, in which the circum-
ferential wall 116 of the outer package 103 is provided
with two circumferential and mutually parallel weakening
lines 125, 126 having a non-rectilinear extent over a por-
tion 132 of the length. The weakening lines 125, 126 are
illustrated as perforation lines. This portion with a non-
rectilinear extent is guided around a print 133, eg. alogo



7 EP 1919 795 B1 8

or the like, on the outer package, said print otherwise
being perforated at a rectilinear extent of the weakening
lines 125, 126. The weakening lines 125, 126 define a
strip 127. In an area being outside the overlap area 113
of the outer package 103, the strip 127 is provided with
a gripping flap 128. The gripping flap 128 is defined by
a transverse cut 134 through the strip 127 and two inci-
sions 130, 131 extending from the transverse cut 134,
saidincisions 130, 131 being aligned with their respective
weakening line 125, 126. In a manner corresponding to
the manner described above with reference to the first
embodiment shown in Figs. 1 and 2, the outer package
103 shownin Fig. 3 is opened by gripping and pulling the
gripping flap 128 in the direction of the arrow P, whereby
the strip 127 is torn off the circumferential wall 116 of the
outer package. At the same time the printed area 133 is
left untouched, the tearing of the strip 127 being effected
outside the printed area 133.

[0035] As regards the course of the weakening lines
25,26 and 125, 126, respectively, it should be noted that
the weakening lines do not necessarily have a mutually
parallel course as shown in Figs. 1-2 and 3, but have any
desired course provided a strip is formed therebetween,
said strip being tearable by pulling the gripping flap.
[0036] It should also be noted that the present inven-
tion further covers a situation where only one circumfer-
ential weakening line is provided, eg. the upper weaken-
ing line 25 in Figs. 1 and 2, or the upper weakening line
125 in Fig. 3. The outer package 3; 103 is thus opened
by applying an upwardly directed force to the area of the
outer package’s circumferential wall 16; 116 arranged
above the weakening line 25; 125, whereby the weaken-
ing line is torn and the upper portion of the outer package
can be removed.

[0037] Reference is now made to Fig. 4, which is dia-
grammatic view of an embodiment of a method according
to the invention for manufacturing the embodiment of a
package assembly shown in Figs. 1 and 2.

[0038] A first web 40 of a first flexible packaging ma-
terial for forming the inner package 4 is wound into a first
reel 41. The first web 40 is supplied to the diagrammatic
shown packaging manufacturing machine 42. In this ma-
chine afirst sheet 43 is separated from the first web and
wound transversely of web direction (shown by means
of the arrow B1) around a mandrel 44 of a rectangular
cross-section. The mandrel 44 is one of a number man-
drels arranged in a rotatable mandrel wheel 45. The op-
posed side edges of the first packaging material sheet
43 are brought into engagement with each other and joint
sealed along a longitudinal sealing seam 5 in a first seal-
ing station 46. As a result a hose is formed of the first
packaging material sheet 43. In a subsequent second
sealing station 47 the hose is closed by means of a trans-
verse seal 10 in an area of the hose extending beyond
the free end of the mandrel 44. As a result a box-shaped
inner package having a closed bottom and an open top
is formed.

[0039] A second web 48 of a flexible packaging mate-
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rial for forming the outer package 3 is wound into a second
reel 49. The second web 48 is supplied to the packaging
manufacturing machine 42 in the longitudinal direction
of the second web, said direction shown by means of the
arrow B2.

[0040] The second web is provided with two mutually
parallel weakening lines 25, 26 extending across the lon-
gitudinal direction B2 of the second web and with a grip-
ping flap 28 at one side edge of the web. A sheet 50 of
the second web material 48 is separated from the second
web in the packaging manufacturing machine 42. In the
station 51, the separated sheet 50 is wound transversely
of the web direction B2 around the mandrel on which the
partially formed inner package is arranged. In the sub-
sequent station 52 opposed, overlapping side edges of
the second package sheet 50 are sealed by means of a
longitudinal seal 13. The side edge containing the grip-
ping flap 28 is arranged outermost in the overlap area,
ie. in the sealing area. A hose is formed of second sheet
50 by means of the longitudinal seal. In stations 53-56 a
portion of hose extending beyond the bottom of the inner
package and the free end of the mandrel is folded inwards
onto the bottom of the inner package and sealed to form
the bottom of the outer package.

[0041] The partially formed package assembly is then
removed from the mandrel and passed to a filling section
57, the assembly being made to stand on the bottom of
the outer package at the same time. In the filling station
61 of the filling section 57 the desired product is filled into
the open inner package. A check weighing is carried out
and any topping up, if necessary. Further, non-accepta-
bly filled package assemblies are discarded. After filling
and the said check, the package assembly is passed to
a vacuum section 58 in which the interior of the inner
package containing the product is subjected to vacuum
in a vacuum chamber. A closing of the inner package 4
also takes place in the vacuum chamber by means of
transverse seal, whereby a closed top is provided on the
inner package. This action takes place in a transverse
sealing station 59.

[0042] The partially formed package assembly is then
conveyed to a top sealing section 60 in which the areas
of the outer package 3 extending beyond the closed top
of the inner package is folded inwards onto the inner
package. Atop label 23 is placed on the folded-in portions
of the outer package so as to retain these and for forming
the top of the outer package.

[0043] The package assembly is thus completed and
is led out of the packaging manufacturing machine 42.
[0044] Itshould be noted that in the just described em-
bodiment, the second web material has been provided
with the transverse weakening lines 25, 26 and the grip-
ping flap 28 by the material supplier. It is, however, also
envisaged that these may be provided in or at the pack-
aging manufacturing machine, if desired.

[0045] List of reference numerals

1 package assembly
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inner package unit

outer package
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top flap
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first sealing station
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second web
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filling section

vacuum section

transverse sealing station

top sealing station
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direction

outer package
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gripping flap
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10

134 transverse cut
Claims
1. Box-shaped package assembly (1) having a longi-

tudinal direction (L) and comprising:

- an inner package (4) in which a product, in
particular agranular product such as ground cof-
fee, is hermetically vacuum-packed such that
the inner package (4) and the vacuum-packed
product contained therein form a hard, box-
shaped inner package unit (2), said inner pack-
age unit (2) having the same longitudinal direc-
tion as the package assembly, atop (8), a bottom
(9), and a circumferential lateral wall (17) ex-
tending between the top and the bottom, said
inner package (4) being made from afirst flexible
packaging material, especially a film material
with barrier properties, and

- an outer package (3) made from a second flex-
ible packaging material, in particular a paper ma-
terial, and being arranged enclosingly adjacent
the inner package unit (2), said second packag-
ing material being wrapped around the inner
package (4) toform an overlap area (13) extend-
ing in the longitudinal direction and in which op-
posed side edges of the packaging material
overlap each other and are interconnected, said
outer package (3) having the same longitudinal
direction as the package unit and provided with
a top (24), a bottom (20) and a circumferential
lateral wall (16),

characterised in that the circumferential wall (16)
of the outer package (3) is provided with at least one
circumferentialweakening line (25, 26; 125, 126) and
thatthe weakening line(s) reduce(s) the tear strength
by 50-90%, preferably by 60-90%.

Package assembly according to claim 1, character-
ised in that the at least one weakening line (25, 26)
extend rectilinearly over its entirety.

Package assembly according to claim 1, character-
ised in that the outer package (3) is provided with
two mutually spaced apart, circumferential weaken-
ing lines (25, 26; 125, 126).

Package assembly according to claim 3, character-
ised in that the two weakening lines (25, 26; 125,
126) are mutually parallel.

Package assembly according to claim 3 or 4, char-
acterised in that the two weakening lines (25, 26)
have a rectilinear extent in their entirety.
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Package assembly according to one or more of the
claims 3 - 5, characterised in that a gripping flap
(28; 128) is formed in an area defined by the two
weakening lines (25, 26; 125, 126).

Package assembly according to claim 6, character-
ised in that the gripping flap (28) is provided in the
longitudinal overlap area (13) of the outer package

@).

Package assembly according to one or more of the
preceding claims, characterised in that the pack-
aging material of the outer package (3) is a paper
material with a grammage of less than 150 g/m?2,
preferably 50-100 g/m2 and most preferably 65-95
g/m2,

Method of producing a box-shaped package assem-
bly (1) according to one or more of the preceding
claims, wherein a first web-shaped, flexible packag-
ing material (40) in its longitudinal direction is sup-
plied to a packaging manufacturing machine (42), in
which a first sheet (43) of the first web material is
separated from the web and transversely of the web
direction (B1) is wound around a mandrel (44) of a
rectangular cross-section, opposed overlapping
side edges of the packaging sheet of the first web
material being mutually sealed along a longitudinal
sealing seam to form a hose, which is closed by
means of a transverse seal (10) in a portion of the
hose extending beyond a free end of the mandrel
(44), whereby a box-shaped inner package having
a closed bottom and an open top is formed,
characterised in that

- a second web-shaped, flexible packaging ma-
terial (48), preferably a paper material, is sup-
plied inits longitudinal direction (B2) to the pack-
aging manufacturing machine (42), in which a
sheet (50) of the second web material is sepa-
rated and transversely of the web direction (B2)
is wound around the mandrel (44) on which the
inner package is arranged, opposed overlap-
ping side edges of the second packaging sheet
(50) are mutually sealed, eg. by gluing, by
means of a longitudinal sealing to form a hose,
an area of the hose extending beyond the bot-
tom of the inner package and the free end of the
mandrel is folded inward onto the bottom of the
inner package and sealed, eg. by gluing, to form
the bottom of the outer package,

- the formed outer and inner packages are re-
moved from the mandrel (44) and the desired
product, especially a granular product such as
ground coffee, is filled into the open inner pack-
age,

- the interior of the inner package containing the
product is subjected to vacuum in a vacuum
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chamber, and the inner package is closed by
means of a transverse seal while being in the
vacuum chamber, whereby a closed top is
formed on the inner package, and

- the areas of the outer package extending be-
yond the closed top of the inner package are
folded inward onto the top of the inner package
and sealed, eg. by gluing, to form the top of the
outer package,

- the second web material (48) supplied to the
packaging manufacturing machine (42) is pro-
vided with at least one weakening line (25, 26)
extending transversely of the longitudinal direc-
tion (B2) of the second web material.

Patentanspriiche

Eine kastenférmige Verpackungsanordnung (1) mit
einer Langsrichtung (L) und umfassend:

- eine innere Verpackung (4), in der ein Produkt,
insbesondere ein kdrniges Produkt wie gemah-
lener Kaffee, hermetisch vakuumverpacktist, so
dass die innere Verpackung (4) und das darin
enthaltene vakuumverpackte Produkt eine har-
te, kastenférmige innere Verpackungseinheit
(2) bilden, wobei die innere Verpackungseinheit
(2) die gleiche Langsrichtung wie die Verpa-
ckungsanordnung, eine Oberseite (8), einen Bo-
den (9) und eine umlaufende Seitenwand (17)
aufweist, die sich zwischen der Oberseite und
der Unterseite erstreckt, wobei die innere Ver-
packung (4) aus einem ersten flexiblen Verpa-
ckungsmaterial, insbesondere einem Folienma-
terial mit Barriereeigenschaften, gemacht ist,
und

- einer dullere Verpackung (3), die aus einem
zweiten flexiblen Verpackungsmaterial, insbe-
sondere Papiermaterial, gemacht ist und der in-
nere Verpackungseinheit (2) umschlieRend und
anliegend angeordnet ist, wobei das zweite Ver-
packungsmaterial um die innere Verpackung (4)
gewickelt ist, um einen sich lberlappenden Be-
reich (13) zu bilden, der sich in Langsrichtung
erstreckt, und in dem sich gegentiberliegende
Seitenkanten des Verpackungsmaterials einan-
der Uberlappen und miteinander verbunden
sind, wobei die dulere Verpackung (3) die glei-
che Langsrichtung wie die Verpackungseinheit
aufweist und mit einer Oberseite (24), einem Bo-
den (20) und einer umlaufenden Seitenwand
(16) versehen ist,

dadurch gekennzeichnet, dass die umlaufende
Seitenwand (16) der dufReren Verpackung (3) mit
mindestens einer umlaufenden Schwachungslinie
(25, 26; 125, 126) versehen ist und dass die Schwa-



13 EP 1919 795 B1 14

chungslinie(n) die Reissfestigkeit um 50-90%, vor-
zugsweise 60-90% reduziert/-en.

Die Verpackungsanordnung von Anspruch 1, da-
durch gekennzeichnet, dass die mindestens eine
Schwachungslinie (25, 26) geradlinig Gber ihre Ge-
samtheit verlauft.

Die Verpackungsanordnung von Anspruch 1, da-
durch gekennzeichnet, dass die duflere Verpa-
ckung (3) mit zwei voneinander beabstandeten, um-
laufenden Schwachungslinien (25, 26; 125, 126)
versehen ist.

Die Verpackungsanordnung von Anspruch 3, da-
durch gekennzeichnet, dass die zwei Schwa-
chungslinien (25, 26; 125, 126) zueinander parallel
sind.

Die Verpackungsanordnung von Anspruch 3 oder 4,
dadurch gekennzeichnet, dass die beiden Schwa-
chungslinien (25, 26) in ihrer Gesamtheit geradlinig
ausgebildet sind.

Die Verpackungsanordnung von einem oder meh-
reren der Anspriiche 3 bis 5, dadurch gekennzeich-
net, dass in einem von den beiden Schwachungs-
linien (25, 26; 125, 126) definierten Bereich eine
Greifklappe (28; 128) ausgebildet ist.

Die Verpackungsanordnung von Anspruch 6, da-
durch gekennzeichnet, dass die Greifklappe (28)
in dem sich in Langsrichtung verlaufenden tberlap-
penden Bereich (13) der duReren Verpackung (3)
bereitgestellt ist.

Die Verpackungsanordnung von einem oder meh-
reren der vorhergehenden Anspriiche, dadurch ge-
kennzeichnet, dass das Verpackungsmaterial der
aulleren Verpackung (3) ein Papiermaterial mit einer
Grammatur von weniger als 150 g/m2, vorzugsweise
50-100 g/m2 und am meisten bevorzugt 65-95 g/m?
ist.

Ein Verfahren zur Herstellung einer kastenférmigen
Verpackungsanordnung (1) nach einem oder meh-
reren der vorhergehenden Anspriiche, bei der ein
erstes bahnférmiges, flexibles Verpackungsmaterial
(40) in seiner Langsrichtung einer Verpackungsher-
stellungsmaschine (42) zugefuhrt wird, inder ein ers-
ter Bogen (43) des ersten Bahnmaterials von der
Bahn getrennt und quer zur Bahnrichtung (B1) um
einen Dorn (44) mit rechteckigem Querschnitt gewi-
ckelt wird, gegenilberliegende uberlappende Sei-
tenkanten des Verpackungsbogens des ersten
Bahnmaterials entlang einer Langsverschlussnaht
gegenseitig versiegelt werden, um einen Schlauch
zu bilden, der mittels einer Querdichtung (10) in ei-
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nem Bereich des Schlauches verschlossen wird, der
sich Uber ein freies Ende des Dorns (44) hinaus er-
streckt, wodurch eine kastenférmige innere Verpa-
ckung mit einem geschlossenen Boden und einer
offenen Oberseite ausgebildet wird,

dadurch charakterisiert, dass

- ein zweites bahnférmiges, flexibles Verpa-
ckungsmaterial (48), vorzugsweise ein Papier-
material, der Verpackungsherstellungsmaschi-
ne (42) in ihrer Langsrichtung (B2) zugeflhrt
wird, in der eine Bahn (50) des zweiten Bahn-
materials getrennt und quer zur Bahnrichtung
(B2) um den Dorn (44), auf dem die innere Ver-
packung angeordnet ist, gewickelt wird, gegen-
Uberliegende uberlappende Seitenkanten der
zweiten Verpackungsfolie (50) gegenseitig, z.B.
durch Verkleben, mittels einer Langsversiege-
lung zur Bildung eines Schlauches versiegelt
werden, ein Bereich des Schlauch, der sich tiber
den Boden der inneren Verpackung hinaus er-
strecktund das freie Ende des Dorns nachinnen
auf den Boden der inneren Verpackung gefaltet
und versiegelt wird, z.B. durch Verkleben, um
den Boden der dufReren Verpackung zu bilden,
- die gebildete dufRere und innere Verpackung
vom Dorn (44) entfernt werden und das ge-
wiinschte Produkt, insbesondere ein kérniges
Produkt, wie z.B. gemahlener Kaffee, in die of-
fene innere Verpackung gefllt wird,

- das Innere der inneren Verpackung, das das
Produkt enthalt, einem Vakuum in einer Vaku-
umkammer unterzogen wird, und die innere Ver-
packung, wahrend sie sich in der Vakuumkam-
mer befindet, durch eine Querversiegelung ver-
schlossen wird, wodurch eine geschlossene
Oberseite auf der inneren Verpackung gebildet
wird, und

- die Bereiche der aulReren Verpackung, die sich
Uber die geschlossene Oberseite der inneren
Verpackung hinaus erstrecken, nach innen auf
die Oberseite der inneren Verpackung gefaltet
und versiegelt werden, z.B. durch Kleben, um
die Oberseite der auRBeren Verpackung zu bil-
den,

- das zweite der Verpackungsmaschine (42) zu-
gefuhrte Bahnmaterial (48) mit mindestens ei-
ner sich quer zur Langsrichtung (B2) des zwei-
ten Bahnmaterials erstreckenden Schwa-
chungslinie (25, 26) versehen ist.

Revendications

Ensemble d’emballage en forme de boite (1) ayant
une direction longitudinale (L) et comprenant :

- un emballage intérieur (4) dans lequel un pro-
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duit, en particulier un produit granulaire tel que
du café moulu, est emballé hermétiquement
sous vide de sorte que 'emballage intérieur (4)
et le produit emballé sous vide contenu a l'inté-
rieur forment une unité d’emballage intérieur du-
re en forme de boite (2), ladite unité d’'emballage
intérieur (2) ayant la méme direction longitudi-
nale que 'ensemble d’emballage, une partie su-
périeure (8), une partie inférieure (9) et une paroi
latérale circonférentielle (17) s’étendant entre la
partie supérieure et la partie inférieure, ledit em-
ballage intérieur (4) étant constitué d’un premier
matériau d’emballage flexible, en particulier un
matériau de film ayant des propriétés de barrie-
re, et

- un emballage extérieur (3) constitué d’un se-
cond matériau d’emballage flexible, en particu-
lier un matériau de papier, et étant disposé en
enfermant de maniére adjacente I'unité d’em-
ballage intérieur (2), leditsecond matériaud’em-
ballage étant enroulé autour de 'emballage in-
térieur (4) pour former une zone de chevauche-
ment (13) s’étendant dans la direction longitu-
dinale et dans lequel les bords latéraux opposés
du matériau d’emballage se chevauchent 'un
l'autre et sont interconnectés, ledit emballage
extérieur (3) ayant la méme direction longitudi-
nale que l'unité d’'emballage et étant muni d’'une
partie supérieure (24), d’'une partie inférieure
(20) etd’une paroilatérale circonférentielle (16),
caractérisé en ce que la paroi circonférentielle
(16) de 'emballage extérieur (3) est munie d’au
moins une ligne de faiblesse circonférentielle
(25, 26 ; 125, 126) et que la ou les lignes de
faiblesse réduisent la résistance a la déchirure
de 50-90 %, de préférence de 60-90 %.

Ensemble d’emballage selon la revendication 1, ca-
ractérisé en ce que la, au moins une, ligne de fai-
blesse (25, 26) s’étend de maniére rectiligne sur sa
totalité.

Ensemble d’emballage selon la revendication 1, ca-
ractérisé en ce que I'emballage extérieur (3) est
muni de deux lignes de faiblesse circonférentielles
mutuellement espacées (25, 26 ; 125, 126).

Ensemble d’emballage selon la revendication 3, ca-
ractérisé en ce que les deux lignes de faiblesse
(25, 26 ; 125, 126) sont paralleles entre elles.

Ensemble d’emballage selon la revendication 3 ou
4, caractérisé en ce que les deuxlignes de faiblesse
(25, 26) ont une étendue rectiligne sur leur totalité.

Ensemble d’emballage selon I'une ou plusieurs des
revendications 3 - 5, caractérisé en ce qu’un rabat
de préhension (28 ; 128) est formé dans une zone
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définie par les deux lignes de faiblesse (25, 26 ; 125,
126).

Ensemble d’emballage selon la revendication 6, ca-
ractérisé en ce que le rabat de préhension (28) est
disposé dans la zone de chevauchement longitudi-
nale (13) de I'emballage extérieur (3).

Ensemble d’emballage selon I'une ou plusieurs des
revendications précédentes, caractérisé en ce que
le matériau d’emballage de 'emballage extérieur (3)
est un matériau de papier d’'un grammage inférieur
a 150 g/m2, de préférence 50-100 g/m?2 et plus pré-
férablement 65-95 g/m?2,

Procédé de production d’'un ensemble d’emballage
en forme de boite (1) selon I'une ou plusieurs des
revendications précédentes, dans lequel un premier
matériau d’emballage flexible en forme de bande
(40) dans sa direction longitudinale est fourni a une
machine de fabrication d’emballage (42), dans la-
quelle une premiere feuille (43) du premier matériau
en bande est séparée de la bande et transversale-
ment a la direction de la bande (B1) est enroulée
autour d’'un mandrin (44) de coupe transversale rec-
tangulaire, des bords latéraux opposés de la feuille
d’emballage du premier matériau en bande se che-
vauchant étant mutuellement scellés le long d’un
joint d’étanchéité longitudinal pour former un tuyau
qui est fermé au moyen d’un joint transversal (10)
dans une partie du tuyau s’étendant au-dela d’'une
extrémité libre du mandrin (44), de sorte qu’'un em-
ballage intérieur en forme de boite ayant une partie
inférieure fermée et un partie supérieure ouverte est
formé,

caractérisé en ce que

- un second matériau d’emballage flexible en
forme de bande (48), de préférence un matériau
de papier, est fourni dans sa direction longitudi-
nale (B2) a la machine de fabrication d’embal-
lage (42), dans laquelle une feuille (50) du se-
cond matériau en bande est séparée et trans-
versalement a la direction de bande (B2) est en-
roulée autour du mandrin (44) sur lequel est dis-
posé I'emballage intérieur, les bords latéraux
opposés se chevauchant de la seconde feuille
d’emballage (50) sont mutuellement scellés, par
exemple par collage, au moyen d’un jointd’étan-
chéité longitudinal pour former un tuyau, une zo-
ne du tuyau s’étendant au-dela de la partie in-
férieure de 'emballage intérieur et I'extrémité li-
bre du mandrin est pliée vers lintérieur sur la
partie inférieure de I'emballage intérieur et scel-
lée, par exemple par collage, pour former la par-
tie inférieure de 'emballage extérieur,

- les emballages extérieur et intérieur formés
sont retirés du mandrin (44) et le produit voulu,
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en particulier un produit granulaire tel que du
café moulu, estremplidans ’'emballage intérieur
ouvert,

- intérieur de 'emballage intérieur contenant le
produit est soumis au vide dans une chambrea 5
vide, etI'emballage intérieur estfermé au moyen
d’'un jointtransversal tout en étant dans la cham-

bre a vide, de sorte qu’une partie supérieure fer-
mée est formée sur 'emballage intérieur, et

- les zones de 'emballage extérieur s’étendant 70
au-dela de la partie supérieure fermée de I'em-
ballage intérieur sont pliées vers I'intérieur sur

la partie supérieure de 'emballage intérieur et
scellées, par exemple par collage, pour former

la partie supérieure de 'emballage extérieur, 15

le second matériau en bande (48) fourni ala machine

de fabrication d’emballage (42) est muni d’au moins

une ligne de faiblesse (25, 26) s’étendant transver-
salement a la direction longitudinale (B2) du second 20
matériau en bande.
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