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Description

[0001] The invention relates to an apparatus and a
method for producing a container, in particular for pack-
aging food, pharmaceutical or cosmetic products. Ma-
chines are known for packaging fluid products or prod-
ucts that solidify after being packaged, in which a first
web and a second web, made of deformable material
through drawing, are welded so that cavities formed by
drawing on the first web are arranged at further cavities
formed through drawing on the second web so as to de-
fine a recess inside which the material to be packaged
is then dispensed.

[0002] Therecess thusdefines a container of the prod-
uct to be packaged.

[0003] WO2004069658 discloses an apparatus for
forming containers by starting from sheet material. The
sheet materials that may be used can be multilayer, in
particular a layer of metallic material may be present,
coupled with one or more layers of plastics. Sheet ma-
terial from a first reel and sheet material from a second
reel 4 are respectively unwound and longitudinally cut to
obtain four webs thus obtaining two facing rows of con-
tainers that enables the productivity of the apparatus to
be doubled. The webs are fed to a pre-heating station
and then to afirst operating station, a forming station and
a second operating station 29. US6883295 discloses an
apparatus and a method according to the preambles of
claims 1 and 7 and describes a plant for manufacturing
adouble pouch container in heat formable and heat weld-
able material, the plant comprising a feeding station
which supplies two external ribbons joined at bottom to
an infeeding station for supplying a centrally arranged
ribbon. The two external and the central ribbons are then
fed to a pre-heating station to pre-heat the external rib-
bons and to a welding station for welding together the
two external ribbons with the central ribbon. Subsequent-
ly to the welding, the forming station houses the welded
ribbons in half moulds having the same shape of the final
containers for the insertion of forming fluid and the ex-
pansion of the two external ribbons made of plastic ma-
terial to obtain said containers.

[0004] An object of the invention is to improve known
machines for packaging fluid products or products that
solidify after being packaged.

[0005] A further object of the invention is to produce
more versatile containers that can, for example, accom-
modate different types of fluid products or products that
solidify after being packaged.

[0006] Inafirstaspectoftheinventionthereis provided
an apparatus according to claim 1.

[0007] Inasecond aspect of the invention there is pro-
vided a method as claimed in claim 7.

[0008] Owingto theinvention, containers are thus pro-
ducible in which the first cavity and the second cavity
made by the forming means respectively on the first web
and on the second web are separated by the central wall.
[0009] In this manner the produced containers can

10

15

20

25

30

35

40

45

50

55

house, inside a first chamber defined by the first cavity
and inside a second chamber defined by the second cav-
ity, several doses of the same material or different ma-
terials.

[0010] The containers are made owing to an apparatus
that is capable of processing webs of sheet material that
are deformable through drawing, for example made of a
material comprising a film of aluminium.

[0011] Inthis mannerthe produced containers provide
the contained products with great protection against light
and prevent gas moving through the external walls.
[0012] In addition to that, the central wall is made so
as to prevent the passage of gas or material between the
first and the second chamber.

[0013] The containers produced by the apparatus and
method according to the invention can be used for pack-
aging a vast range of products.

[0014] The containers can for example be advanta-
geously used in cases in which it is necessary to provide
a container with several compartments to dispense dos-
es of the same product at different moments.

[0015] The containers can also be advantageously
used for containing different products arranged for inter-
acting at the moment of the dispensing, for example two
components of a medical product.

[0016] The containerscan also be used to contain dos-
es of various products to be used in different steps of the
same treatment, for example aesthetic treatmentin which
the container houses a shampoo and a conditioner.
[0017] If the container houses different products, the
first and the second chamber can be made so as to have
a different capacity.

[0018] Theinvention will be better understood and car-
ried into effect with reference to the attached drawings,
in which some embodiments of the invention are shown
by way of nonlimiting example, in which:

Figure 1 is a schematic plan view of an apparatus
according to an embodiment of the invention;
Figure 2 is a perspective view of a portion of an em-
bodiment of the apparatus in Figure 1;

Figure 3 is a fragmentary plan section of forming
means of the apparatus in Figure 1;

Figure 4 is a perspective view of a web at the end of
a first step of a drawing forming process;

Figure 5 is a perspective view like the one in Figure
4 at the end of a second step of the drawing forming
process;

Figure 6 is a cross section of a continuous lateral
web used according to an embodiment of the inven-
tion;

Figure 7 is a cross section of a central web used to
obtain a central wall of a container according to an
embodiment of the invention;

Figure 8 is a side view of a web of containers pro-
duced according to the invention;

Figure 9is a cross section of the containerin Figure 8;
Figure 10 is a side view of the container produced
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by the apparatus in Figure 1.

Figures 1 and 2 relate to an apparatus 1 for packag-
ing fluid products or products that solidify after being
packaged according to an embodiment of the inven-
tion and comprising forming means 2, supplying
means 3, heat-welding means 4, filling means 5,
sealing means 6 and cutting means 7.

[0019] The forming means 2 comprises a first forming
station 8 and a second forming station 9 alongside one
another and arranged for obtaining, through drawing, re-
spectively first cavities 10 on a first continuous web 11
and second cavities 12 on a second continuous web 13.
[0020] The first continuous web 11 and the second
continuous web 13 are moved respectively to the first
forming station 8 and the second forming station 9
through moving means that is not shown, for example
grippers that are movable along a advance direction F,
shown in Figure 1, and arranged downstream of the first
forming station 8 and of the second forming station 9.
[0021] The moving means enables the continuous
webs 11 and 13 to be indexed in synchronised manner.
[0022] The first continuous web 11 and the second
continuous web 13 are unwound, during movement
steps, by further supplying means, not shown, for exam-
ple respectively by a first reel and by a second reel, and
are advanced towards the forming means 2.

[0023] The first continuous web 11 and the second
continuous web 13 are made of a material thatis formable
through drawing.

[0024] The first continuous web 11 and the second
continuous web 13 comprise superimposed films made
of various materials, for example, as shown in Figure 6,
a first film 60 that is hardly stretchable that is made of
aluminium and a second film 61 made of heat-weldable
plastics.

[0025] The moving means is arranged for positioning
at each movement step a first portion 14 of the first con-
tinuous web 9 and a second portion 15 of the second
continuous web 11 that are not yet formed between
punch means 16 and forming recess means 17 of the
respective forming station 8,9. Figures 3, 4 and 5 relate
to a forming step, during which the first continuous web
11 is formed by drawing inside the first forming station 8.
[0026] The forming step extends between a step in
which the continuous web 11 is moved and a subsequent
step in which the continuous web 11 is moved.

[0027] During the forming step, the punch means 16
approaches the forming recess means 17 and regions
of the continuous webs 11 are pushed by reserve-forming
blades 18 movable in a direction Z, shown in Figure 3,
inside corresponding first forming recesses 19 so as to
form reserves of material 20 inside the latter.

[0028] The reserves of material 20, which are visible
in Figure 4, so obtained in the first continuous web 11,
have a concave profile.

[0029] Subsequently, punches 21 of said punch
means 16, interact with second forming recesses 22, al-
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ternating with the first forming recesses 19 on the forming
recess means 17, to form the first cavities 10 on the first
continuous web 11.

[0030] A first part 25 of the material pushed by the re-
serve-forming blades 18 to form the reserves of material
20, shown in Figure 5, exits the first forming recesses 19
and is dragged, as shown by the arrows R of Figure 5,
to drawing zones 26, in which the punches 21 interact
with the first continuous web 11.

[0031] A second part 27 of the material pushed by the
reserve-forming blades 18 to form the reserves of mate-
rial 20 is not dragged to the drawing zones 26, being too
distant from the latter, and maintains the concave profile
also at the end of the drawing step.

[0032] The cavities 10 are thus formed without sub-
jecting the continuous web 11 to stress that could alter
the features of the continuous web 11 or damage the
continuous web 11.

[0033] In particular, by so doing, stretching the contin-
uous web 11 during the drawing step is avoided and lac-
erating the continuous web 11 is avoided.

[0034] Simultaneously, during a similar forming step,
in the second forming station 9 the second cavities 12
on the second continuous web 13 are formed through
drawing according to methods similar to those disclosed
above.

[0035] During subsequent movement steps, the first
continuous formed web 11 and the second continuous
formed web 13 are indexed towards the heat-welding
means 4 by the moving means.

[0036] Before arriving near the heat-welding means 4,
a path of the webs 11 and 13 is deviated by deviating
means 28, so as to bring the first continuous web 11 near
to the second continuous web 13 and so that the first
cavities 10 are arranged near the second cavities 12.
[0037] The deviating means 28 is made so as to devi-
ate the webs 11 and 13 without altering the shape of the
cavities 10, 12. The deviating means 28 comprises a pair
of idle rollers 29 and a pair of cylindrical elements 30 on
which portions of the continuous webs 11 and 13 are
wound.

[0038] The continuous webs 11, 13 come into contact
with the rollers 29 along a surface 62 situated on a side
of the continuous webs 11, 13 opposite the one in which
the cavities 10 and 12 are obtained near zones 38 that
are not drawn by the punches 21.

[0039] Advantageously, still to avoid deforming the
cavities 10, 12 excessively, the rollers 29 have a large
diameter compared with dimensions considered in the
advance direction F, of the cavities 10, 12.

[0040] In order to prevent a stiff surface of each cylin-
drical element 30 deforming the cavities 10, 12, whilst
the continuous webs 11, 13 are deviated, the cylindrical
elements 30 are provided with end wheels 31 made of
spongy material by means of which the contact develops
with the continuous webs 11, 13 in zones sufficiently dis-
tant from the cavities 10, 12.

[0041] Also the end wheels 31 have a further large
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diameter compared with the dimension of the cavities 10,
12.

[0042] In order to diminish the portions of the continu-
ous webs that are wound on the rollers 29 and on the
end wheels 31 and therefore the deformation to which
the webs are subjected to deviate the path thereof, each
roller 29 is positioned at a sufficient distance from the
corresponding cylindrical element 30, engaged on the
same continuous web 11, 13.

[0043] Between the forming means 2 and the heat-
welding means 4 there is interposed supplying means 3
arranged for supplying the heat-welding means with a
central continuous web 32. The supplying means 3 is
arranged for positioning the central continuous web 32
in a position interposed between the first continuous web
11 and the second continuous web 13.

[0044] The supplying means 3 comprises areel, which
is not shown, from which the central continuous web 32
is unwound, and roller means, which is not shown, which
is suitable for maintaining the latter taut during unwinding
from the reel and inserting between the two continuous
webs 11 and 13.

[0045] The supplying means 3 further comprises a tilt-
ed fixed shaft 33, shown in Figures 1 and 2 arranged
between the continuous webs 11 and 13 for deviating
the central continuous web 32 arriving from the roller
means and directing the central continuous web 32 along
a direction substantially parallel to the advance direction
F so as to insert the central continuous web 32 between
the two continuous webs 11 and 13 upstream of the heat-
welding means 4.

[0046] The cylindrical elements 30 are arranged for
bringing the first continuous web 11 and the second con-
tinuous web 13 near to the central continuous web 32
upstream of the heat-welding means 4.

[0047] The central continuous web 32 may be a web
of plastics or a web, as shown in Figure 7, comprising a
central film 34 made of metal material, for example alu-
minium, covered by two side films 35, made of heat-weld-
able plastics, arranged for enabling the central continu-
ous web 32 to be welded to the continuous webs 11 and
13 during a heat-welding step.

[0048] The heat-welding means 4 is arranged for weld-
ing the first web 11 and the second web 13 respectively
on a first side surface 36 and on a second side surface
37 of the central continuous web 32.

[0049] The heat-welding means 4 comprises a pair of
half moulds arranged for closing, heating the zones 38
of the continuous webs 11 and 13 that were not deformed
during the drawing step and the corresponding zones of
the first side surface 36 and of the second side surface
37 that they face, and thus compacting the continuous
webs 11 and 13 on the central continuous web 32.
[0050] In this manner, the second film made of heat-
weldable plastics of the first continuous web 11 and of
the second continuous web 13 are welded to the central
continuous web 32, regardless of whether the latter is
made entirely of plastics or has side films 35.
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[0051] Duringthe heat-welding step, there are inserted
respectively between the first continuous web 11 and the
central continuous web 32, and between the second con-
tinuous web 13 and the central continuous web 32, first
elongated elements 39 and second elongated elements
40, visible in Figure 2, which prevent welding forming
along further zones 41 that extend from a peripheral zone
of the continuous webs 11, 13 until respectively the first
cavities 10 and the second cavities 12. Along said further
zones conduits 42 shown in Figures 8 and 9 are defined
at the end of the heat-welding step, the conduits 42 caus-
ing the cavities 10 and 12 to communicate with the ex-
ternal environment.

[0052] In order to facilitate inserting the elongated el-
ements 39 and 40 between the central continuous web
32 and the continuous webs 11 and 13, there can be
used a central continuous web 32 having a width that is
greater than that of the continuous webs 11 and 13 and
arranging the supplying means 3 so that an excess of
material 43 obtained with respect to a width of the con-
tinuous webs 11 and 13 is at an end of the central con-
tinuous web 32, which end is arranged for interacting with
the elongated elements 39 and 40.

[0053] The first continuous web 11, the second con-
tinuous web 13 and the central continuous web 32 define,
after being welded by the heat-welding means, a web of
containers 44.

[0054] Further moving means that is not shown, for
example further grippers that are movable along the ad-
vance direction F, index the web of containers 44 to the
filling means 5 in a manner synchronised with the moving
means.

[0055] Thefilling means 5 is arranged for filling the first
cavities 10 and the second cavities 12 with the fluid prod-
ucts or the products that solidify after packaging.
[0056] Thefilling means 5 comprises a plurality of mov-
able nozzles arranged for being inserted into the conduits
42 and for dispensing into the cavities 10 and 12 products
to be packaged, for example the fluid products or the
products that solidify after packaging.

[0057] Subsequently, the web of containers 44 is
moved by the further movement means to sealing means
6 arranged for closing by a further heat-welding step the
conduit 42 so as to seal the cavities 10 and 12.

[0058] The web of containers 44 is then advanced by
the further movement means to cutting means arranged
for cutting the latter so as to separate single containers
45.

[0059] Each container 45 is provided with a first cham-
ber 48 defined by the first cavity 10 and with a second
chamber 49 defined by the second cavity 12, and con-
tains, depending on the products to packaged dispensed
by the filling means 5, several doses of the same material
or different materials. The cutting means 7 can cut the
web so as to obtain forms of the container 45 that are
advantageously usable by a user. For example, the zone
38 can be cut so as to provide a grip for the user and to
simplify a container 45 opening operation.
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[0060] In Figure 10 there is shown a container 45 pro-
vided with an edge 46 surrounding the first chamber 48
and the second chamber 49.

[0061] The edge 46 is provided with a gripping zone
51 having a greater width than the edge 46, which grip-
ping zone 51 is situated in a lower portion or the container
45 and is arranged for being handled by the user.
[0062] Inparticular,inthe gripping zone 51 a V-shaped
notch 47 is obtained that enables the container 45 to be
opened easily wheniitis desired to dispense the products
contained therein.

[0063] The first chamber 48 and the second chamber
49 can be made so that one has different dimensions
from the other, for example for housing other quantities
of product, or that one has a different shape from the
other one, so as to enable one chamber at a time to be
open when containers are produced arranged for dis-
pensing the contained products in different moments.
[0064] Inthis case, several suitably positioned notches
can be provided in zones of the edge 46 arranged for
enabling one chamber at a time to be opened.

[0065] Advantageously,the central continuous web 32
arranged for forming a dividing wall between the first
chamber 48 and the second chamber 49, may comprise
a central film 34 made of aluminium.

[0066] In this manner, when the container 45 contains
two doses of the same product to be dispensed at differ-
entmoments, a second dose that remains inside the con-
tainer 45 longer is more protected and insulated from the
external environment inasmuch as the aluminium is pro-
vided with excellent barrier properties.

[0067] Further, when the container 45 contains two
products that are different from one another, the pres-
ence of the film made of aluminium prevents interaction
between the two products in an optimum manner.

Claims

1. Apparatus for packaging at least initially fluid prod-
ucts, comprising drawing forming means (2) ar-
ranged for drawing a first web (11) of sheet material
and a second web (13) of said sheet material, said
sheet material being deformable by drawing and
comprising a film being hardly stretchable, in partic-
ular a film made of aluminium, heat-welding means
(4), arranged downstream of said forming means (2),
for welding said first web (11) to said second web
(13), characterised in that said forming means (2)
comprises a first forming station (8) and a second
forming station (9) alongside one another and ar-
ranged for obtaining, through drawing, respectively
first cavities (10) and second cavities (12) on said
first web (11) and on said second web (13) and in
that between said forming means (2) and said heat-
welding means (4), there is arranged supplying
means (3) arranged for supplying said heat-welding
means (4) with a central web (32) interposed be-
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tween said first web (11) and said second web (13),
said supplying means (3) comprising a tilted shaft
(33) for deviating a path of said central web (32) so
as to interpose said central web (32) between said
first web (11) and said second web (13).

Apparatus according claim 1, wherein said supplying
means (3) comprises a reel arranged for supplying
said central web (32) and roller means arranged for
maintaining said central web (32) taut inside said
supplying means (3).

Apparatus according to claim 1 or claim 2, wherein
said heat-welding means (4) is shaped so as to make
a first chamber (48) between said central web (32)
and said first web (11) and a second chamber (49)
between said central web (32) and said second web
(13).

Apparatus according to claim 3, wherein said heat-
welding means (4) comprises first elongated ele-
ment means (39) and second elongated element
means (40), arranged for being inserted respectively
between said firstweb (11) and said central web (32)
and between said second web (13) and said central
web (32) to enable conduit means (42) to be formed
for connecting respectively said first chamber (48)
and said second chamber (49) to an external envi-
ronment.

Apparatus according to claim 3 or 4, and further com-
prising filling means (5) arranged for filling said first
chamber (48) and said second chamber (49) with
said products, said filling means (5) comprising mov-
able nozzle means arranged for being inserted in
said conduit means (42) to dispense said products.

Apparatus according to claim 5, wherein said mov-
able nozzle means comprises nozzles arranged for
dispensing first products and second products re-
spectively in said first chamber (48) and in said sec-
ond chamber (49).

Method for packaging at least initially fluid products,
comprising drawing a first web (11) of sheet material
and a second web (13) of said sheet material, said
sheet material being deformable by drawing and
comprising a film being hardly stretchable, in partic-
ular a film made of aluminium, welding through heat-
welding said first web (11) and said second web (13)
after said drawing, characterised in that said draw-
ing comprises forming first cavities (10) and second
cavities (12) on said firstweb (11) and on said second
web (13) respectively in afirst forming station (8) and
in a second forming station (9) which are arranged
alongside one another, and in that between said
forming and said welding there is provided supplying
a central web (32) between said first web (11) and
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said second web (13) and wherein said supplying
comprises deviating a path of said central web (32)
by deviating means (33) to interpose said central
web (32) between said firstweb (11) and said second
web (13).

Method according to claim 7, wherein said supplying
comprises unwinding said central web (32) from reel
means and tensioning said central web (32) by roller
means during said supplying.

Method according to claim 7 o claim 8, wherein said
welding comprises obtaining first chambers (48) be-
tween said central web (32) and said first web (11)
and second chambers (49) between said central web
(32) and said second web (13).

Method according to any one of claims 7 to 9, where-
in said welding comprises inserting first elongated
element means (39) and second elongated element
means (40) respectively between said first web (11)
and said central web (32) and between said second
web (13) and said central web (32) to form conduit
means (42) arranged for connecting respectively
said first chamber (48) and said second chamber
(49) to an external environment.

Method according to claim 9 or 10, and comprising
filling with said products said first chamber (48) and
said second chamber (49) through filling means (5),
said filling comprising inserting movable nozzle
means in said conduit means (42) to dispense said
products.

Method according to claim 11, wherein said dispens-
ing said products comprises dispensing first prod-
ucts and second products of said products respec-
tively in said first chamber (48) and in said second
chamber (49) by means of nozzles.

Method according to any one of claims 7 to 12 and
comprising cutting, by cutting means, said first web
(11), said second web (13) and said third web (32)
after said welding, so as to obtain a container (45)
provided with said first chamber (48) and with said
second chamber (49).

Method according to claim 13, in which said cutting
comprises forming an edge (46) of said container
(45) so as to define an undercut (47) arranged for
facilitating opening of said container (45).

Patentanspriiche

1.

Vorrichtung zum Verpacken zumindest anfanglich
fluidischer Erzeugnisse, mit einem Ziehformmittel
(2), das dazu ausgestaltet ist, eine erste Bahn (11)
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eines Plattenmaterials und eine zweite Bahn (13)
des Plattenmaterials zu ziehen, wobei das Platten-
material zugumformbar ist und eine kaum dehnbare
Schicht aufweist, insbesondere eine aus Aluminium
hergestellte Schicht, mit einem Warmeschwei3mit-
tel (4), das stromabwaérts des Formmittels (2) ange-
ordnet ist und zum Verschweif3en der ersten Bahn
(11) mit der zweiten Bahn (13) ausgebildet ist, da-
durch gekennzeichnet, dass das Formmittel (2)
eine erste Formstation (8) und eine zweite Formsta-
tion (9) aufweist, die nebeneinander angeordnet sind
und dazu ausgestaltet sind, mittels Ziehen erste
Hohlrdume (10) bzw. zweite Hohlrdume (12) auf der
ersten Bahn (11) bzw. auf der zweiten Bahn (13) zu
erlangen, und dass zwischen dem Formmittel (2)
und dem Warmeschweimittel (4) ein ZufGhrmittel
(3) angeordnet ist, das dazu ausgestaltet ist, dem
Warmeschweil3mittel (4) eine Zentralbahn (32) zu-
zufuihren, die zwischen der ersten Bahn (11) und der
zweiten Bahn (13) angeordnet wird, wobei das Zu-
fuhrmittel (3) eine geneigte Welle (33) aufweist, die
dazu ausgebildet ist, einen Weg der Zentralbahn
(32) abzulenken, um die Zentralbahn (32) der ersten
Bahn (11) und der zweiten Bahn (13) zwischenzu-
schalten.

Vorrichtung nach Anspruch 1, wobei das Zufihrmit-
tel (3) eine Trommel, die dazu ausgestaltet ist, die
Zentralbahn (32) zuzufiihren, und ein Rollenmittel
aufweist, das dazu ausgestaltet ist, die Zentralbahn
(32) im Zufuhrmittel (3) gespannt zu halten.

Vorrichtung nach Anspruch 1 oder 2, wobei das War-
meschweilRmittel (4) dazu ausgestaltetist, eine erste
Kammer (48) zwischen der Zentralbahn (32) und der
ersten Bahn (11) und eine zweite Kammer (49) zwi-
schen der Zentralbahn (32) und der zweiten Bahn
(13) auszubilden.

Vorrichtung nach Anspruch 3, wobei das Warme-
schweif3mittel (4) ein erstes Langselementmittel (39)
und ein zweites Langselementmittel (40) aufweist,
die dazu ausgestaltet sind, zwischen die erste Bahn
(11) und die Zentralbahn (32) bzw. zwischen die
zweite Bahn (13) und die Zentralbahn (32) eingefiihrt
zuwerden, umdie Bildung eines Leitungsmittels (42)
zu ermdglichen, um die erste Kammer (48) bzw. die
zweite Kammer (49) mit einer duReren Umgebung
zu verbinden.

Vorrichtung nach Anspruch 3 oder 4, die ferner ein
Abfulimittel (5) aufweist, das dazu ausgestaltet ist,
die erste Kammer (48) und die zweite Kammer (49)
mit den Erzeugnissen zu befiillen, wobei das Abftill-
mittel (5) ein bewegliches Disenmittel aufweist, das
dazu ausgestaltet ist, in das Leitungsmittel (42) ein-
gefiihrt zu werden, um die Erzeugnisse abzugeben.
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Vorrichtung nach Anspruch 5, wobei das bewegliche
Dusenmittel Disen aufweist, die dazu ausgestaltet
sind, erste Erzeugnisse und zweite Erzeugnisse in
die erste Kammer (48) bzw. in die zweite Kammer
(49) abzugeben.

Verfahren zum Verpacken zumindest anfanglich flui-
discher Erzeugnisse, aufweisend Ziehen einer er-
sten Bahn (11) eines Plattenmaterials und einer
zweiten Bahn (13) des Plattenmaterials, wobei das
Plattenmaterial zugumformbar ist und eine kaum
dehnbare Schicht aufweist, insbesondere eine aus
Aluminium hergestellte Schicht, Verschweiflen der
ersten Bahn (11) und der zweiten Bahn (13) nach
dem Ziehen mittels Warmeschweif3en, dadurch ge-
kennzeichnet, dass das Ziehen das Formen erster
Hohlrdume (10) bzw. zweiter Hohlrdume (12) auf der
ersten Bahn (11) bzw. auf der zweiten Bahn (13) in
einer ersten Formstation (8) bzw. in einer zweiten
Formstation (9) aufweist, die nebeneinander ange-
ordnet sind, und dass zwischen dem Formen und
dem Verschweillen ein Zufiihren einer Zentralbahn
(32) zwischen die erste Bahn (11) und die zweite
Bahn (13) vorgesehen ist, wobei das Zuflihren ein
Ablenken eines Weges der Zentralbahn (32) mittels
Ablenkungsmittels (33) aufweist, um die Zentral-
bahn (32) derersten Bahn (11) und der zweiten Bahn
(13) zwischenzuschalten.

Verfahren nach Anspruch 7, wobei das Zufiihren ein
Abwickeln der Zentralbahn (32) von einem Trommel-
mittel und ein unter Spannung setzen der Zentral-
bahn (32) wahrend des Zufiihrens durch ein Rollen-
mittel aufweist.

Verfahren nach Anspruch 7 oder 8, wobei das Ver-
schweilRen ein Erlangen erster Kammern (48) zwi-
schen der Zentralbahn (32) und der ersten Bahn (11)
und zweiter Kammern (49) zwischen der Zentral-
bahn (32) und der zweiten Bahn (12) aufweist.

Verfahren nach irgendeinem der Anspriiche 7 bis 9,
wobei das Verschweil3en ein Einflhren eines ersten
Langselementmittels (39) und eines zweiten Lang-
selementmittels (40) zwischen die erste Bahn (11)
und die Zentralbahn (32) bzw. zwischen die zweite
Bahn (13) und die Zentralbahn (32) aufweist, um ein
Leitungsmittel (42) zu formen, das dazu ausgestaltet
ist, die erste Kammer (48) bzw. die zweite Kammer
(49) mit einer auBeren Umgebung zu verbinden.

Verfahren nach Anspruch 9 oder 10, das ein Beflillen
der ersten Kammer (48) und der zweiten Kammer
(49) mit den Erzeugnissen mittels eines Abfllimittels
(5) aufweist, wobei das Befiillen das Einflihren eines
beweglichen Disenmittels in das Leitungsmittel (42)
aufweist, um die Erzeugnisse abzugeben.
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Verfahren nach Anspruch 11, wobei das Abgeben
der Erzeugnisse ein Absgeben erster Erzeugnisse
und zweiter Erzeugnisse der Erzeugnisse mittels
Disen in die erste Kammer (48) bzw. in die zweite
Kammer (49) aufweist.

Verfahren nach irgendeinem der Anspriiche 7 bis
12, das ferner nach dem Verschweif3en ein Schnei-
den derersten Bahn (11), der zweiten Bahn (13) und
der dritten Bahn (32) mittels eines Schnittmittels auf-
weist, um einen Behdlter (45) zu erhalten, der mit
der ersten Kammer (48) und mitder zweiten Kammer
(49) versehen ist.

Verfahren nach Anspruch 13, bei dem das Schnei-
den ein Formen einer Kante (46) des Behalters (45)
aufweist, um einen Einschnitt (47) zu definieren, der
dazu ausgestaltet ist, ein Offnen des Behélters (45)
zu erleichtern.

Revendications

Dispositif pour conditionner des produits fluides, au
moins initialement, comprenant des moyens (2) de
formage par étirage prévus pour étirer une premiére
bande continue (11) d’'un matériau en feuille et une
deuxiéme bande continue (13) dudit matériau en
feuille, ledit matériau en feuille étant déformable par
étirage et comprenant un film trés peu extensible,
en particulier un film fait d’aluminium, des moyens
(4) de thermosoudage, placés en aval desdits
moyens (2) de formage, pour souder ladite premiére
bande continue (11) a ladite deuxiéme bande (13),
caractérisé en ce quelesdits moyens (2) de forma-
ge comprennent un premier poste (8) de formage et
un deuxiéme poste (9) de formage cbdte a cote et
prévus pour réaliser, par étirage, respectivement
des premiéres cavités (10) et des deuxiémes cavités
(12) sur ladite premiére bande continue (11) et sur
ladite deuxieme bande continue (13), et en ce que,
entre lesdits moyens (2) de formage et lesdits
moyens (4) de thermosoudage, il est prévu des
moyens d’alimentation (3) agencés pour alimenter
lesdits moyens (4) de thermosoudage avec une ban-
de continue centrale (32) interposée entre ladite pre-
miére bande continue (11) et ladite deuxieme bande
continue (13), lesdits moyens d’alimentation (3)
comprenant un axe incliné (33) destiné a dévier une
trajectoire de ladite bande continue centrale (32) afin
d’interposer ladite bande continue centrale (32) en-
tre ladite premiere bande continue (11) et ladite
deuxiéme bande continue (13).

Dispositif selon la revendication 1, dans lequel les-
dits moyens d’alimentation (3) comprennent une bo-
bine prévue pour fournir ladite bande continue cen-
trale (32) et des moyens de galets prévus pour main-
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tenir tendue ladite bande continue centrale (32) a
l'intérieur desdits moyens d’alimentation (3).

Dispositif selon larevendication 1 oula revendication
2, dans lequel lesdits moyens de thermosoudage (4)
sont conformés de maniére a ménager une premiére
chambre (48) entre ladite bande continue centrale
(32) et ladite premiere bande continue (11), et une
deuxieme chambre (49) entre ladite bande continue
centrale (32) etladite deuxiéme bande continue (13).

Dispositif selon la revendication 3, dans lequel les-
dits moyens de thermosoudage (4) comprennent
des premiers moyens (39) d’élément allongé et des
deuxiemes moyens (40) d’élément allongé, prévus
étre insérés respectivement entre ladite premiére
bande continue (11) et ladite bande continue cen-
trale (32), et entre ladite deuxiéme bande continue
(13) et ladite bande continue centrale (32) pour per-
mettre a des moyens de conduit (42) d’étre formés
pour relier respectivement ladite premiére chambre
(48) et ladite deuxieme chambre (49) a un environ-
nement externe.

Dispositif selon la revendication 3 ou 4, et compre-
nant en outre des moyens (5) de remplissage prévus
pour remplir ladite premiére chambre (48) et ladite
deuxieme chambre (49) avec lesdits produits, lesdits
moyens (5) de remplissage comprenantdes moyens
de buse(s) mobile(s) prévus pour étre insérés dans
lesdits moyens de conduit (42) afin de distribuer les-
dits produits.

Dispositif selon la revendication 5, dans lequel les-
dits moyens de buse(s) mobile(s) comprennent des
buses prévues pour distribuer des premiers produits
et des deuxiémes produits, respectivement dans la-
dite premiére chambre (48) et dans ladite deuxieme
chambre (49).

Procédé de conditionnement de produits fluides, au
moins initialement, comprenant I'étirage d’'une pre-
miére bande continue (11) d’'un matériau en feuille
et d’'une deuxiéme bande continue (13) dudit maté-
riau en feuille, ledit matériau en feuille étant défor-
mable par étirage et comprenant un film trés peu
extensible, en particulier un film fait d’aluminium, le
soudage grace a des moyens de thermosoudage,
de ladite premiére bande continue (11) et de ladite
deuxiéme bande continue (13) aprées ledit étirage,
caractérisé en ce que ledit étirage comprend le for-
mage de premiéres cavités (10) et de deuxiemes
cavités (12) sur ladite premiére bande continue (11)
et sur ladite deuxiéme bande continue (13), respec-
tivement dans un premier poste (8) de formage et
dans un deuxiéme poste (9) de formage qui sont
placés cbte a cote et en ce que, entre ledit formage
et ledit thermosoudage, il est procédé a I'alimenta-
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tion (3) d’'une bande continue centrale (32) entre la-
dite premiére bande continue (11) et ladite deuxieme
bande continue (13) et dans lequel ladite alimenta-
tion comprend la déviation d’une trajectoire de ladite
bande continue centrale (32) par des moyens (33)
de déviation afin d’interposer ladite bande continue
centrale (32) entre ladite premiére bande continue
(11) et ladite deuxiéme bande continue (13).

Procédé selon la revendication 7, dans lequel ladite
alimentation comprend le débobinage de ladite ban-
de continue centrale (32) des moyens de bobine et
la mise sous tension de ladite bande continue cen-
trale (32) par des moyens de galet pendant ladite
alimentation.

Procédé selon la revendication 7 ou la revendication
8, dans lequel ledit soudage comprend I'obtention
de premiéres chambres (48) entre ladite bande con-
tinue centrale (32) et ladite premiére bande continue
(11), et de deuxiémes chambres (49) entre ladite
bande continue centrale (32) et ladite deuxiéme ban-
de continue (13).

Procédé selon 'une quelconque des revendications
7 a9, dans lequel ledit soudage comprend l'insertion
de premiers moyens (39) d’élément allongé et de
deuxiémes moyens (40) d’élément allongé, respec-
tivement entre ladite premiére bande continue (11)
et ladite bande continue centrale (32), et entre ladite
deuxieme bande continue (13) et ladite bande con-
tinue centrale (32), pour former des moyens de con-
duit (42) prévus pour relier respectivement ladite pre-
miére chambre (48) et ladite deuxiéme chambre (49)
a un environnement externe.

Procédé selon la revendication 9 ou 10, et compre-
nant le remplissage avec lesdits produits de ladite
premiére chambre (48) et de ladite deuxieme cham-
bre (49) grace a des moyens (5) de remplissage,
leditremplissage comprenantl'insertion des moyens
de buse(s) mobile(s) dans lesdits moyens de conduit
(42) afin de distribuer lesdits produits.

Procédé selonlarevendication 11, dans lequel ladite
distribution desdits produits comprend la distribution
de premiers produits et de deuxiémes produits des-
dits produits, respectivement dans ladite premiére
chambre (48) et dans ladite deuxiéme chambre (49)
au moyen de buses.

Procédé selon I'une quelconque des revendications
7 a12, etcomprenantle découpage, par des moyens
de coupe, de ladite premiere bande continue (11),
de ladite deuxieme bande continue (13) et de ladite
troisieme bande continue (32) aprés ledit soudage,
afin d’obtenir un récipient (45) pourvu de ladite pre-
miére chambre (48) et de ladite deuxieme chambre
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(49).

14. Procédé selon la revendication 13, dans lequel ledit
découpage comprend le formage d’'un rebord (46)
dudit récipient (45) de fagon a définir une encoche
(47) prévue pour faciliter 'ouverture dudit récipient
(45).
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