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(54) Container and method for producing the same

(57) A container comprises wall means (2, 3; 102,
103; 302, 303) defining cavity means (5; 105; 305; 405)
suitable for receiving a product (6; 43; 106; 306; 306a,
306b) and intended separation line means (7, 8; 107,
108; 207, 208; 307, 308; 307a, 307b, 308a, 308b; 407,
408) obtained in said wall means (2, 3; 102, 103; 302,
303), said intended separation line means (7, 8; 107,

108; 207, 208; 307, 308; 307a, 307b, 308a, 308b; 407,
408) comprising a first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and a second intended sep-
aration line (8; 108; 208; 308; 308a, 308b; 408), said first
intended separation line (7; 107; 207; 307; 307a, 307b;
407) and said second intended separation line (8; 108;
208; 308; 308a, 308b; 408) being arranged in consecu-
tive zones of said wall means (2, 3; 102, 103; 302, 303).
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Description

[0001] The invention relates to containers suitable for
receiving products.
[0002] The invention further relates to an apparatus
and a method for producing containers.
[0003] Containers are known that are obtained by ther-
moforming and that are delimited by a pair of facing walls,
each one of which is made with a film of thermoformable
material.
[0004] Said walls define a containing body that is filled
with a product, this containing body terminating in a neck
having a transverse section with an extension that is no-
ticeably less than the extension of a transverse section
of the containing body, through which the product is de-
livered to and extracted from the containers.
[0005] Said containers furthermore comprise a weak-
ening line made in the container, at the above-mentioned
neck.
[0006] In particular, the weakening line comprises an
incision obtained in a first wall of said pair of walls, and
a further incision obtained in a second wall of said pair
of walls.
[0007] The zone of the first wall in which the incision
is obtained, and the zone of the second wall in which the
further incision is obtained are placed next to one another
for a prevalent part of their extent, being spaced from
each another only at the aforementioned neck.
[0008] In other words, the weakening line mainly af-
fects non-deformed zones of the first wall and of the sec-
ond wall, namely zones that are far from those that define
the containing body.
[0009] The weakening line is shaped in such a way as
to be transverse to the neck and to intersect the latter at
an end thereof farther from the containing body.
[0010] To open said containers, it is necessary to break
the films of thermoformable material along the weakening
line, in such a way as to make an opening in said neck.
[0011] During opening, a stretch of the container is
separated from a remaining part of the container com-
prising the containing body.
[0012] Subsequently, the product contained in the con-
taining body can be taken from the container by squeez-
ing the walls and thus inducing the product to flow out
through the opening made in the neck.
[0013] A drawback of the aforementioned containers
consists of the fact that they can be used only to contain
flowing products. Products having a solid consistency
could not in fact be extracted from the containers through
an opening having a limited extent such as that defined
by the transverse section of the aforementioned neck.
[0014] In addition, it should be noted that the weaken-
ing line cannot be made at the containing body inasmuch
as in this case the opening would be rather difficult, if not
indeed impossible. The weakening line should in fact be
made in deformed zones of the first wall and of the second
wall that are both placed at a given distance from one
another.

[0015] In such a case, the distance between said
zones would prevent the containing body from having
sufficient stiffness to be able to be broken with precision
along the first incision and the second incision.
[0016] In the field of packaging for food use, cardboard
containers are furthermore known, for example with a
parallelepiped shape, containing solid flowable products,
for example pastilles. Each of these containers is ob-
tained starting from a single sheet of foldable material,
for example cardboard, to which trimming machines give
a preset shape comprising foldable strips. Then punch
machines obtain intended folding lines and weakening
lines, the latter defining an opening zone of the future
container. Subsequently, folding machines, that act near
the intended folding lines, progressively fold the sheet
on itself so as to transform the latter into a three-dimen-
sional structure. Once this structure has been made sta-
ble by gluing the adjacent strips, a containing body are
available that can be filled through a residual opening
with the solid flowing product. Once filling is complete,
the residual opening is closed by further folding the strips
and by gluing the latter to the body of the container. To
open the container, a user can break the wall of the con-
tainer at the previously cut weakening lines, thus making
an opening to dispense the product.
[0017] With a similar procedure, containers are made
for liquid food products, for example fruit juices or con-
tainers for solid film products, for example aluminium film
products, or plastic material usable for wrapping food-
stuffs and sold in the form of rolls.
[0018] A drawback of the cardboard containers dis-
closed above consists of the fact that their manufacture
involves the use of several machines, each one of which
performs one of the phases disclosed above (trimming,
punching, folding, gluing), and this makes these contain-
ers substantially complicated and costly to make.
[0019] Another drawback of the cardboard containers
disclosed above occurs when the latter are intended to
contain rolls of film material, for example film in plastic
material. In this case, in fact it is necessary to provide a
fillet, made of material that is significantly stiffer than the
cardboard forming the container and provided with a free
cutting edge, which may be serrated. This fillet is exter-
nally glued to the container at a weakening line defining
the opening zone of the container. In this way a user,
after opening the container and unwinding a stretch of
film of the desired length from the roll, can cut away the
stretch by tearing it along the cutting edge of the fillet. In
order to provide the containers with the fillets disclosed
above, it is necessary to provide a further phase in the
production cycle, which implies a substantial use of time
and raw material.
[0020] It is also known to make packages of rolls of
film material, for example kitchen paper, by wrapping a
certain number of these rolls together with transparent
plastic film. These packages are substantially rapid and
uncostly to make and enable a purchaser to immediately
view the product contained therein. Nevertheless, they
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are not usable for the product to be dispensed by the
purchaser, for this purpose the purchaser usually uses
a specific roll-holder device. The roll-holder comprises a
rod on which the roll can be inserted, and from which it
can be unwound so as to enable the user to take stretches
of card of the desired length from the roll. The roll-holder
devices are made of stiff material, for example plastic
material and are shaped in such a way as to be able to
rest on a shelf or to be fixed to a wall.
[0021] The roll-holding devices constitute a significant
additional cost that the user has to incur to acquire the
packages of kitchen-paper rolls.
[0022] Dispensers are also known for packaged prod-
ucts such as packets of candies, chocolates or paper
handkerchiefs, in which the products are stacked on top
of each another. Such dispensers comprise dispensing
means for dispensing the products contained inside
them. The dispensing means is provided with a sliding
drawer that is able to house a single product. By acting
on the drawer, the user can pick up one product at a time
from the dispenser.
[0023] A drawback of the dispensers disclosed above
is that they are not easy to manufacture inasmuch as
each dispenser has to be fitted with a sliding drawer and
with respective guides along which the drawer can run.
[0024] Containers with an elongated shape are known,
that are provided with a base wall suitable for being rested
on a rest surface and with a body that extends from the
base wall in a longitudinal direction for a preset height.
[0025] A drawback of these containers is that their
height cannot be chosen at will, but must remain below
a limit value. In fact, if the height of the container is ex-
cessive, it is difficult to keep the container stably resting
on the base wall, especially when the container is full of
products and consequently has a relatively high centre
of gravity.
[0026] An object of the invention is to improve the
known containers. Another object is to obtain containers
suitable for receiving any product, for example a fluid
product that solidifies after being introduced into the con-
tainers, or a solid flowing product, or a film, or again a
liquid product.
[0027] A further object is to obtain a container that is
provided with a dispensing opening of significant extent.
[0028] A still further object is to obtain a system that
enables a container to be produced that is particularly
suitable for enabling a product having a solid consistency
to be taken from it.
[0029] Another object is to supply a container that is
suitable for containing a solid flowing product, or a film
product, which can be manufactured using a substantially
simple procedure.
[0030] A further object is to be provide a container suit-
able for containing a solid flowing product, or film product,
or a liquid product, which can be manufactured with a
substantially reduced waste of time and, therefore, of
money.
[0031] A still further object is to supply a container for

a solid product, or a film product, for example kitchen
paper, that can be used to dispense the latter, thereby
avoiding the use of a roll-holder.
[0032] Another object is to provide a container for a
plurality of products to be dispensed one at a time that
is simple to manufacture and has an uncomplicated
structure.
[0033] Still another object is to obtain a container that
can be stably rested on base wall means, even when the
container is provided with a significant height.
[0034] In a first aspect of the invention, there is provid-
ed a container comprising wall means defining cavity
means suitable for receiving a product, and intended sep-
aration line means obtained in said wall means, charac-
terised in that said intended separation line means com-
prises a first intended separation line and a second in-
tended separation line, said first intended separation line
and said second intended separation line being arranged
in consecutive zones of said wall means.
[0035] Owing to this aspect of the invention it is pos-
sible to obtain a container in which a dispensing opening
can be made extremely easily that has a significant ex-
tent.
[0036] It is in fact possible to break the wall means
along the first intended separation line and the second
intended separation line to remove a zone of the wall
means that defines a band interposed between the first
intended separation line and second intended separation
line, from a remaining part of the wall means.
[0037] The first intended separation line and the sec-
ond intended separation line define in the container a
first portion, arranged on a part of said band, and a sec-
ond portion arranged on an opposite part of said band in
relation to said first portion.
[0038] After the band has been removed from the con-
taining body, it is possible to fold the container to induce
the first portion and the second portion to face each an-
other, thereby obtaining in the container a dispensing
opening of significant extent.
[0039] Alternatively, after the band has been removed
from the containing body, it is possible to completely sep-
arate the first portion from the second portion.
[0040] This again enables a dispensing opening of
considerable size to be made in the container.
[0041] In a version, the container comprises further in-
tended separation line means intersecting the first intend-
ed separation line and the second intended separation
line.
[0042] This version enables a container to be made
for solid products in which it is possible to remove a por-
tion of the wall means so as to obtain a dispensing open-
ing.
[0043] Owing to the conformation of the intended sep-
aration line means and of the further intended separation
line means, the portion of the wall means can remain
partially bound to the container, thus acting as a "hatch"
with which it is possible to reclose the container.
[0044] In a version, there is provided another intended
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separation line means that is formed in such a way as to
enable the portion of wall means protecting the dispens-
ing opening to be removed completely.
[0045] In another version, the dispensing opening has
a shape and dimensions such as to enable only one prod-
uct at a time to be extracted from the container.
[0046] The container according to this version can be
used as a dispenser of products stacked one on top of
each other, for example made-up products, such as
packets of candies, chocolates or paper handkerchiefs.
Through the dispensing opening, the consumer can in
fact extract one product at a time. In this way, it is possible
to avoid using dispensers provided with sliding drawers
that are not easy to manufacture.
[0047] In a second aspect of the invention, there is
provided a container comprising wall means joined to-
gether along a peripheral joining zone, defining cavity
means suitable for receiving a product and provided with
intended separation line means, characterised in that
said intended separation line means extends on said wall
means and is spaced from said peripheral joining zone.
[0048] Owing to this aspect of the invention, a contain-
er is made available that is usable for solid flowable prod-
ucts or for liquid products. From this container a limited
portion of the wall means can be removed, so as to obtain
a dispensing opening. The container according to this
aspect of the invention can be obtained by peripheral
sealing half-shell elements and is substantially simpler
and therefore less costly to produce.
[0049] In a third aspect of the invention, there is pro-
vided a container comprising wall means joined together
along a peripheral joining zone, defining cavity means
suitable for receiving a product and provided with intend-
ed separation line means, characterised in that said in-
tended separation line means extends on said wall
means prevalently in a longitudinal direction of said wall
means.
[0050] Owing to the third aspect of the invention, a con-
tainer is made available for solid products in film, for ex-
ample rolls of kitchen paper, in which during use a dis-
pensing opening is obtainable by removing a longitudinal
portion of the wall means. In this way, the same casing
in which a roll of film material is displayed for sale can
be used as a dispenser thereof, thus enabling the use of
known roll-holders to be avoided.
[0051] In a version, the obtainable dispensing opening
may have a serrated free edge usable to cut a stretch of
film of the desired length. In this way, it is no longer nec-
essary to resort to the stiff fillet provided with a cutting
edge, externally bound to known containers for solid film
products. In another version, in the wall means, near the
peripheral joining zone, through holes are obtained that
are useable for fixing the container to the wall.
[0052] In a fourth aspect of the invention, there is pro-
vided a container comprising wall means joined along a
peripheral joining zone extending to the outside of said
wall means, said wall means defining a bottom part tra-
versed by said peripheral joining zone, characterised in

that said bottom part is provided with protrusions extend-
ing outside said wall means more than said joining zone.
[0053] In a version, said protrusions are formed of a
plurality of projections protruding from said bottom part.
[0054] This enables a container to be obtained that
can be stably rested on a support surface.
[0055] In a fifth aspect of the invention, there is provid-
ed a container comprising wall means defining cavity
means for receiving a product, said wall means compris-
ing base wall means for being rested on a rest surface,
characterised in that said container further comprises
stabilizing means arranged next to said base wall means
and having such a weight as to maintain said container
stably resting on said rest surface.
[0056] The stabilizing means enables containers to be
obtained that can be stably rested on a rest surface even
if the containers are of a significant height. In fact, the
stabilizing means enables the centre of gravity of the con-
tainer to be kept relatively low even when the container
is full of products. The container according to the fifth
aspect of the invention is particularly suitable for receiv-
ing products that are stacked one on top of each other,
for example made-up products, such as packets of can-
dies, or chocolates, inasmuch as it is able to receive rel-
atively high stacks of products without losing stability.
[0057] In a sixth aspect of the invention, there is pro-
vided a method for producing containers, comprising
forming wall means defining cavity means suitable for
receiving a product, making in said wall means intended
separation line means, characterised in that said making
comprises obtaining in consecutive zones of said wall
means a first intended separation line and a second in-
tended separation line.
[0058] In a version, said making comprises obtaining
further intended separation line means in such a way as
to intersect the first intended separation line and the sec-
ond intended separation line when the containers are
formed.
[0059] In a seventh aspect of the invention, there is
provided an apparatus for producing containers, com-
prising forming means suitable for forming wall means
defining cavity means of said containers, weakness pro-
moting means suitable for making in said wall means
intended separation line means, characterised in that
said weakening means is shaped in such a way as to
make, in consecutive zones of said wall means, a first
intended separation line and a second intended separa-
tion line.
[0060] Owing to the sixth and seventh aspect of the
invention, it is possible to obtain a system that enables
a new type of container to be produced, such containers
having a dispensing opening of significant size and being
particularly suitable for receiving a solid product, and a
fluid product that solidifies after being introduced into the
containers.
[0061] The invention can be better understood and im-
plemented with reference to the enclosed drawings, that
show some embodiments thereof by way of non-limitative
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example, in which:

Figure 1 is a front view of a container, shown in a
closed configuration;
Figure 2 is a side view of the container in Figure 1;
Figure 3 is a perspective view of the container in
Figure 1;
Figure 4 is a view like the one in Figure 3, showing
the container in a partially opened configuration;
Figure 5 is a view like the one in Figure 3, showing
the container in a completely open configuration;
Figure 6 is a view like the one in Figure 2, showing
the container in a completely open configuration;
Figure 7 is a view like the one in Figure 3, showing
a variation on the container;
Figure 8 is a schematic view of an apparatus for the
production of containers;
Figure 9 is a front view of a container for a solid flow-
able product according to another version, the con-
tainer being shown in a closed configuration;
Figure 10 is a partially sectioned side view of the
container in Figure 9;
Figure 11 is a front view of a container for a liquid
product, shown in a closed configuration;
Figure 12 is a side view of the container in Figure 11;
Figure 13 is a perspective view of a container for a
solid product in film, shown in a partially open con-
figuration;
Figure 14 is a view like the one in Figure 13, showing
the container in a completely open configuration;
Figure 15 is a longitudinal section taken along plane
XV-XV in Figure 14;
Figure 16 is a transverse section taken along plane
XVI-XVI in Figure 14;
Figure 17 is a fragmentary and incomplete trans-
verse section, showing a detail of a further version
of a container for a film solid product;
Figure 18 is a perspective, fragmentary, incomplete
and partially sectioned view of a bottom portion of a
container for solid or liquid products suitable for be-
ing positioned vertically;
Figure 19 is an enlarged, fragmentary and incom-
plete detail of the bottom portion in Figure 18;
Figure 20 is a fragmentary and incomplete side view
of the bottom portion of the container in Figure 18;
Figure 21 is an incomplete and fragmentary sche-
matic plan view showing a phase of production of
the containers in Figure 18;
Figure 22 is a view like the one in Figure 21, showing
a subsequent phase of production of the containers
in Figure 18;
Figure 23 is a fragmentary and incomplete schematic
plan view showing a container like the one in Figure
18 after a sealing phase;
Figure 24 is a schematic plan view like the one in
Figure 23 showing a container after a blanking
phase;
Figure 25 is an enlarged, fragmentary and incom-

plete detail of the container shown in Figure 24;
Figure 26 is a perspective view of a container for a
solid product in film, according to another further ver-
sion;
Figure 27 is a schematic front view of a container
according to an alternative version;
Figure 28 is a side view of the container in Figure 27;
Figure 29 is a plan view of the container in Figure
27, shown in a partially open configuration;
Figure 30 is an enlarged and fragmentary transverse
section of a portion of the container in Figure 27,
taken along plane XXX-XXX of Figure 27 and show-
ing support means;
Figure 31 is a section of the support means in Figure
30, seen separately from the container;
Figures 32 to 35 are sections like the one in Figure
31, showing alternative versions of the support
means;
Figure 36 is a schematic front view like the one in
Figure 27, showing a container according to another
alternative version;
Figure 37 is a side view of the container in Figure 36;
Figure 38 is a schematic side view of the container
in Figure 36 during a production phase;
Figure 39 is a schematic perspective view of a con-
tainer according to a still further alternative version.

[0062] With reference to Figures 1 to 6, there is shown
a container 1, particularly suitable for being filled with a
liquid, semisolid or solid product 6.
[0063] The container 1 comprises a concave wall 2,
thermosealed to a flat wall 3 along an edge zone 4.
[0064] The concave wall 2 and the flat wall 3 cooperate
to define a cavity 5 that receives the product 6.
[0065] The concave wall 2 is made of a formable ma-
terial, for example in plastic material, or paper, or alumin-
ium, or cellulose-fibre-based material. The flat wall 3 is
made of a flexible material, for example a film of alumin-
ium or of plastic material, or of paper.
[0066] In a version that is not shown, the container 1
comprises instead of the flat wall 3, a further concave
wall cooperating with the concave wall 2. In this case,
the further concave wall may be made of formable ma-
terial.
[0067] The container 1 comprises a first intended sep-
aration line 7 and a second intended separation line 8
both intersecting the cavity 5 and obtained in an end zone
9 of the container 1.
[0068] The first intended separation line 7 and the sec-
ond intended separation line 8 each comprise a non-
through incision through the concave wall 2, this incision
in fact affecting only a surface zone of the film of formable
material that defines the concave wall 2.
[0069] Said incision may be made in a face of the con-
cave wall 2 turned towards the outside of the container
1, such as not to damage any barrier layers associated
with the face of the concave wall 2 turned to the inside
of the container 1. Alternatively, in particular if said barrier
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layers are not present, the incisions can be made in a
further face of the concave wall 2, opposite said face,
turned to the inside of the container 1.
[0070] The first intended separation line 7 and the sec-
ond intended separation line 8 define in the concave wall
2 a band 10 interposed between the first intended sep-
aration line 7 and the second intended separation line 8
and provided with an appendage 11 protruding from the
container 1 beyond the edge zone 4, in such a way as
to define a grip part that facilitates the opening of the
container 1.
[0071] Opening of the container occurs, starting from
a closed configuration, indicated by X in Figure 1, in the
following ways.
[0072] A user may grasp the appendage 11 and re-
move it from the container 1 thereby making the concave
wall 2 to break along the first intended separation line 7
and the second intended separation line 8, to take on a
partially open configuration, indicated by Y in Figure 4.
[0073] As shown in Figures 1 and 3, the container 1
furthermore comprises "V"-shaped notches 30 made in
the concave wall 2, near the appendage 11.
[0074] The notches 30 enable easier opening of the
container 1 inasmuch as, by acting as initiation promoting
means, they induce the concave wall 2 to break along
the first intended separation line 7 and the second in-
tended separation line 8.
[0075] In the container 1 there is defined a first portion
12 containing a prevalent part 14 of the product 6 and a
second portion 13, containing a remaining part 15 of the
product 6. Subsequently, the second portion 13 is rotated
in relation to the first portion 12 around a zone 16 of the
flat wall 3 that acts as a plastic hinge, in such a way that
the container takes on a completely open configuration,
indicated by Z in Figure 5.
[0076] During rotation of the second portion 13, the
remaining part 15 of the product 6 is extracted from the
second portion 13. The remaining part 15, is therefore
projected outside the cavity 5, being easily accessible to
a user who can eat it, if necessary, even without having
to handle it directly.
[0077] In this case, said user can exert pressure on
the concave wall 2, at a further end zone 17 thereof op-
posite the end zone 9, in such a way as to induce the
product 6 to progressively emerge from the first portion
12.
[0078] The product can therefore be consumed as it
emerges from the cavity 5.
[0079] Alternatively, said user can take the product 6
from the cavity 5 by manually acting on the remaining
part 15.
[0080] In all cases, the container 1 is provided with an
opening having a significant extent.
[0081] In particular, said opening has an extent com-
parable to a transverse section of the cavity 5.
[0082] In order to facilitate the opening of the container
1, the edge zone 4 may be sealed in a non-uniform man-
ner.

[0083] In particular, the concave wall 2 may be con-
nected to the flat wall 3, at a stretch 18 of the edge zone
4 interposed between the first intended separation line 7
and the second intended separation line 8 and next to
the appendage 11, by means of a seal that is weaker
than the seal that is present on the remaining stretch 19
of the edge zone 4.
[0084] Alternatively, the concave wall 2 may be con-
nected to the flat wall 3, at the stretch 18, by means of a
peelable seal.
[0085] With reference to Figure 7, there is shown a
container 1a, made according to a variation, which com-
prises a further appendage 20 obtained in the flat wall 3
and formed in such a way as to face the appendage 11,
when the container 1 is in the closed configuration X.
[0086] In the container 1a, no incision of any kind, or
weakening, is made in the flat wall 3.
[0087] The container 1a can be opened by acting in
the same way as illustrated with reference to the contain-
er 1 disclosed above. The further appendage 20, with
which the container 1a is provided, enables a facilitated
opening to be obtained, inasmuch as an operator, by
grasping the appendage 20, can firmly retain the con-
tainer 1a with one hand whilst with the other hand he
removes the band 10 from the container 1a, by acting on
the appendage 11.
[0088] In a version that is not shown, the container is
provided in the concave wall 2 with a first intended sep-
aration line 7, with a second intended separation line 8
and with an appendage 11, similarly to what has been
previously disclosed.
[0089] The container is furthermore provided, in the
flat wall 3, with a further first intended separation line and
with a further second intended separation line that both
define a further band 32 that terminates in the further
appendage 20. The first intended separation line 7, the
second intended separation line 8, the further first intend-
ed separation line and the further second intended sep-
aration line are arranged in such a way that the band 10
and the further band 32 face each other when the con-
tainer is in the closed configuration X.
[0090] To open the container, it is possible to proceed
in the same manner as disclosed with reference to the
container 1a.
[0091] In this case, after the concave wall 2 has been
broken along the first intended separation line 7 and
along the second intended separation line 8, and the flat
wall 3 has been broken along the further first intended
separation line and the further second intended separa-
tion line, it is possible to completely separate the second
portion 13 of the container from the first portion 12, to
enable easy extraction of the product 6.
[0092] The container may comprise, in addition to the
notches 30, further notches 31 made in the flat wall 3
near the further appendage 20.
[0093] Similarly to what has been disclosed with ref-
erence to Figures 1 and 2, the further notches 31 induce
the flat wall 3 to break along the further first intended
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separation line and the further second intended separa-
tion line.
[0094] In a further version that is not shown, the con-
tainer according to the invention - comprising a wall at
consecutive zones of which a first intended separation
line and a second intended separation line are made -
can be obtained from injection-moulded plastic material.
[0095] With reference to Figure 8, there is schemati-
cally shown an apparatus for the production of contain-
ers, comprising an incision station 21 through which is
made to advance a film 22 made of deformable material
that is unwound from a reel 25.
[0096] In the incision station 21 there is provided weak-
ening means that makes in the film 22 a first incision and
a second incision arranged mutually parallel to each an-
other.
[0097] The first incision and the second incision are
intended to define a first intended separation line 7 and
a second intended separation line 8 in containers ob-
tained from said film.
[0098] The first incision and the second incision may
affect a face of the film 22 intended to define an external
portion of the containers to be formed, or a further face
of the film 22, opposite said face, intended to define an
internal portion of the containers to be formed.
[0099] Downstream of the incision station 21 there is
provided a forming station 23, in which the film 22, in
which the first incision and the second incision were
made, is thermoformed in such a way that half shells of
containers, each one of which is provided with a concave
wall 2, are defined therein.
[0100] The forming station 23 is provided with moulds
shaped in such a way as to enable to be obtained half
shells of containers in which the concave wall 2 is trans-
versely traversed by the first incision and by the second
incision.
[0101] Downstream of the forming station 23 there is
provided a sealing station 24 in which a further film 26,
unwound from a further reel 27, is sealed to the film 22
along an outline of the half shells made in the film 22, in
such a way as to define intended edge zones 4 of the
containers to be formed. The further film 26 is arranged
to define flat walls 3 of the containers to be formed.
[0102] As previously disclosed, the seal made in a
stretch 18 of the edge zone 4, at which the film 22 has
to be detached from the further film 26 during the opening
of the container, is weaker than the seal that affects a
remaining stretch 19 of the edge zone 4.
[0103] Alternatively, a peelable seal can be made
along the stretch 19.
[0104] Downstream of the sealing station 24, there is
provided a blanking station 28, in which the formed con-
tainers are separated from non-deformed portions of the
first film 22 and of the second film 26.
[0105] In the blanking station 28 there is provided cut-
ting means formed in such a way as to provide each
container with an appendage 11 and a further appendage
20 arranged to act as handle means during the opening

of the container.
[0106] Between the forming station 23 and the sealing
station 24 there is provided a filling station of the known
type, that is not shown, in which a product 6 is inserted
inside the containers.
[0107] The apparatus disclosed above enables con-
tainers 1a to be made of the type having an appendage
11 made in the film 22, a further appendage 20 made in
the further film 26, and a first intended separation line 7
and a second intended separation line 8 made in the film
22.
[0108] The apparatus may further comprise, upstream
of the sealing station 24, a cutting station 29, in which in
the further film 26 slots are made at the zones intended
to face the parts of the film 22 in which the appendages
11 are made.
[0109] In this way, in the formed containers, the ap-
pendages 11 made in the first film 22 will protrude from
the containers without the further appendages 20 ob-
tained in the further film 26 being associated with them.
[0110] Upstream of the cutting station 29 there can be
provided a further incision station, which is not shown, in
which further weakness promoting means, similar to the
above weakness promoting means, make in the further
film 26 a further first incision and a further second incision
arranged parallel to each other.
[0111] This version of the apparatus enables a con-
tainer to be obtained from a first portion 12 of which a
second portion 13 can be completely separated.
[0112] In a different version of the apparatus, upstream
of the sealing station 24, instead of the cutting station 29,
there can be a further forming station, which is not shown,
which is substantially similar to the forming station 23.
[0113] If the apparatus comprises a further incision sta-
tion, as disclosed above, the further forming station is
interposed between the further incision station and the
sealing station 24.
[0114] In this case, the further film 26 is made of a
deformable material.
[0115] This version of the apparatus enables contain-
ers to be obtained having an appendage 10 associated
with a concave wall 2, a further appendage 20 associated
with a further concave wall, a first intended separation
line 7 and a second intended separation line 8 made in
the concave wall 2 and possibly a further first intended
separation line and a further second intended separation
line made in the further concave wall.
[0116] The apparatus according to the invention, in the
versions disclosed above, can also operate if a single
film folded along a respective longitudinal axis so as to
have facing strips rather than a pair of different films is
made to advance through the operating stations.
[0117] In a further version, which is not shown, the ap-
paratus further comprises injecting means for injecting
plastic material.
[0118] The injecting means is shaped in such a way
as to form containers delimited by a continuous wall, in
which a first intended separation line and a second in-
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tended separation line are obtained.
[0119] The containers obtained by injection plastic ma-
terial are provided with appendages arranged near said
first intended separation line and said second intended
separation line, which make the opening of the containers
easier.
[0120] With reference to Figures 9 and 10, there is
shown a container 101, containing a flowing solid product
106, for example a sweet product in the form of pastilles.
The container 101 comprises a first wall 102 and a sec-
ond wall 103, sealed together, for example by thermose-
aling, along an edge zone 104. Between the first wall 102
and the second wall 103 there is defined a cavity 105,
containing the solid flowing product 106. In the first wall
102 there are obtained first concave portions 99 alternat-
ing with first convex portions 98. Similarly, in the second
wall 103 there are obtained second concave portions 97
alternating with second convex portions 96.
[0121] Both the first wall 102 and the second wall 103
are made of a formable material, for example plastic ma-
terial.
[0122] The first wall 102 comprises intended separa-
tion line means provided with a first intended separation
line 107 and with a second intended separation line 108,
that are parallel to each other and are obtained in con-
secutive zones of the first wall 102. On the first wall 102
there is further obtained a third intended separation line
94 and a fourth intended separation line 95, that are par-
allel to each other. The third intended separation line 94
and the fourth intended separation line 95 each intersect
the first intended separation line 107 and the second in-
tended separation line 108 in such a way as to define an
opening portion 93 of the container 101 delimited by a
closed contour 92. In the version in Figure 9, the closed
contour 92 has a rectangular shape. The opening portion
93 is obtained in an end zone 109 of the first wall 102.
[0123] The first intended separation line 107, the sec-
ond intended separation line 108, the third intended sep-
aration line 94 and the fourth intended separation line 95
may comprise respective incisions obtained in the first
wall 102. In particular, the incisions may be obtained on
an external face 91 of the first wall 102, in such a way as
not to damage any barrier layers associated with an in-
ternal face, which is not shown, of the first wall 102.
[0124] If no barrier layers are provided, the aforemen-
tioned incisions may be alternatively made in the internal
face of the first wall 102.
[0125] An appendage 111, for example rectangular in
shape, is associated with the opening portion 93. The
appendage 111 comprises a fixed end 90 that is fixed,
for example by gluing or thermosealing, to an adjacent
end of the opening portion 93. A free end 89 of the ap-
pendage 111, opposite the fixed end 90, is on the other
hand available to be grasped by a user. In this way, the
appendage 111 that protrudes from the container 101,
can be used to facilitate the opening of the latter.
[0126] In use, a user can grasp the free end 89 of the
appendage 111 and pull the latter towards the outside,

in such a way as to induce the first wall 102 to break firstly
along the fourth intended separation line 95, then along
the first intended separation line 107 and the second in-
tended separation line 108 and finally along the third in-
tended separation line 94. This enables the user to re-
move the opening portion 93 from the external face 91
of the first wall 102, causing a dispensing opening, which
is not shown, of rectangular shape, to appear. Through
this opening, the user can dispense the solid flowing
product 106 contained in the container 101.
[0127] In a version that is not shown, there is provided
a container free of an appendage 111. In this case, the
user, to open the container, can press from the outside
on the opening portion 93 until the latter is detached from
the surrounding external face 91 of the first wall 102 and
is made to project it inside the cavity 105.
[0128] In Figures 11 and 12 there is shown the con-
tainer 101 in a version that is suitable for containing a
liquid product, for example a fruit juice, in which the first
wall 102 and the second wall 103 are respectively shaped
like a first half shell 87 and a second half shell 88. The
first half shell 87 and the second half shell 88 have a
substantially rectangular plan-view shape, so as to give
to the container 101 a substantially parallelepiped geom-
etry.
[0129] In Figures 13 to 16 there is shown the container
101 in a version suitable for containing inside the cavity
105 a solid product in film, for example a roll 43 of kitchen
paper.
[0130] The first wall 102 is convex and comprises a
shell 86 that has a substantially U-shaped transverse
section that is oriented in such a way as to have its con-
cavity turned towards the cavity 105. The first wall 102
extends in such a way as to almost completely peripher-
ally envelop the roll 43 that is arranged in such a way as
to be aligned on a longitudinal axis A of the container
101. The second wall 103 comprises a substantially rec-
tangular-shaped flat surface 85 in such a way that the
edge zone 104 can form a support flange of the container
101.
[0131] The first intended separation line 107, the sec-
ond intended separation line 108, the third intended sep-
aration line 94 and the fourth intended separation line 95
are obtained near a median region of the first wall 102.
The first intended separation line 107 and the second
intended separation line 108 extend parallel to the lon-
gitudinal axis A. In this way, the first intended separation
line 107, the second intended separation line 108, the
third intended separation line 94 and the fourth intended
separation line 95 define a substantially strip-shaped
opening portion 93.
[0132] In a version that is not shown, the first intended
separation line 107 and the second intended separation
line 108 extend along the entire length of the first wall
102, until they reach the edge zone 104 of the container
101.
[0133] As highlighted in Figures 13 and 14, the opening
portion 93 is delimited by a closed contour 92 with an
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irregular shape. In fact, the first intended separation line
107 develops in a rectilinearly whilst the second intended
separation line 108 is shaped as a "saw tooth".
[0134] In use, a user can grasp and pull towards him-
self the appendage 111, thus making the first wall 102
to break along the first intended separation line 107 and
the second intended separation line 108. The user can
then progressively remove, in a direction indicated by the
arrow F1, the opening portion 93 of the first wall 102 and
thus produce a dispensing opening 40 therein. The latter,
in view of the conformation of the closed contour 92 dis-
closed above, comprises a first rectilinear longitudinal
margin 39 and a second serrated longitudinal margin 42.
The user, after grasping a free edge 44 of a film 45 of
material making up the roll 43, can unwind the latter in a
direction indicated by the further arrow F2 and extract
the film 45 through the dispensing opening 40. After un-
winding the film 45 for a desired length, the user can tear
a portion of the film 45 along the second longitudinal mar-
gin 42.
[0135] With reference to Figure 17, in the edge zone
104 there can be obtained at least a through hole 41
usable for fixing the container 101 to a support wall.
[0136] Figures 18, 19 and 20 illustrate a version of the
container 101 resting on a surface P and suitable for con-
taining a solid product.
[0137] The first wall 102 and the second wall 103 of
the substantially cylinder-shaped container 101 are con-
vex and respectively comprise a first semicylindrical shell
83 and a second semicylindrical shell 84.
[0138] At one end of the container 101 there is provided
a base wall 54 having a substantially circular plan shape
and which is divided by an end segment 46 of the edge
zone 104 in a first region 47 and in a second region 48
that are substantially the same as one another. Both in
the first region 47 and in the second region 48 projections
56 are obtained that are arranged to make the container
101 stably restable on the surface P. Each projection 56
is convex with convexity turned to the outside of the con-
tainer 101 and has an approximately longitudinally sec-
tioned ovoid shape arranged in such a way as to have
an acute pole 57 turned to the end segment 46, and an
obtuse pole 58 opposite that segment. The projections
56 are mutually staggered in the first region 47 and in
the second region 48.
[0139] The end segment 46 has a free margin 61 that
is turned to the surface P when the container 101 rests
on the latter. On the free margin 61 cuts 59 are obtained
that alternate regularly with connection portions 60 that
keep the first semicylindrical shell 83 and the second
semicylindrical shell 84 joined at the base wall 54. The
cuts 59 are made during forming of the container 101
and, once the first semicylindrical shell 83 and the second
semicylindrical shell 84 have been sealed together, they
enable an end segment 46 to be obtained that protrudes
from the base wall 54 less than the projections 56. In this
way, when the container 101 rests on the surface P, the
free margin 61 cannot enter in contact with the latter. As

a result, only the projections 56 are in contact with the
surface P, enabling the container 101 to take on a stable
vertical position.
[0140] In Figures 21 to 25 there are shown some phas-
es of a method that enables the previously disclosed con-
tainer 101 to be produced.
[0141] In a horizontal strip 62 of plastic material that is
formable into a sheet, there are made, for example by
thermoforming, two parallel rows of first walls 102 and of
second walls 103 respectively comprising first concave
faces 64 and second concave faces 82. During this phase
the projections 56 are further formed that are associated
with both the first walls 102 and the second walls 103.
The two aforementioned parallel rows are made in such
a way that each first wall 102 is aligned on the opposite
second wall 103, and the respective projections 56 face
one another. During thermoforming, the cuts 59 are fur-
ther produced along a middle region of the strip 62 inter-
posed between the two parallel rows of first walls 102
and second walls 104.
[0142] Subsequently, on the first concave faces 64 a
first intended transverse separation line 207 and a sec-
ond intended transverse separation line 208 that are par-
allel to one another and that orthogonally intersect a first
longitudinal edge 67 and a second longitudinal edge 68
of the first wall 102. The first intended transverse sepa-
ration line 207 and the second intended transverse sep-
aration line 208 are made in a zone of the first wall 103
near the projections 56, in such a way that the first in-
tended transverse separation line 207 is interposed be-
tween the projections 56 and the second intended trans-
verse separation line 208. The first intended transverse
separation line 207 and the second intended transverse
separation line 208 can be made in the form of incisions.
Simultaneously, a further intended separation line 69 is
obtained near the second concave faces 82, at a preset
distance from each second wall 103 and parallel to the
latter. The further intended separation line 69 has a length
1 that is greater than a distance d running between the
first intended transverse separation line 207 and the sec-
ond intended transverse separation line 208. This ena-
bles the first intended transverse separation line 207 and
the second intended transverse separation line 208 to
be intersected by the further intended separation line 69
when the first wall 102 and the second wall 103 are sealed
to one another. Similarly to the first intended transverse
separation line 207 and the second intended transverse
separation line 208, also the further intended separation
line 69 can be made in the form of an incision.
[0143] After a subsequent filling phase, which is not
shown, in which the solid product is inserted into a recess
defined by the first wall 102 or by the second wall 4, in
contact with the respective first concave face 64 or sec-
ond concave face 82, the strip 62 is folded longitudinally
in half at the cuts 59 so that the first concave face 64 of
each first wall 102 faces the second concave face 82 of
the opposite second wall 103. Once the edge portions of
the first walls 102 and of the respective second walls 103
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have been made to tally, the folded strip 62 is thermose-
aled near said edge portions. It is thus produced a line
of containers 101 joined together by interposed portions
of thermosealed strip 63 (shown as a dotted area in Fig-
ures 23 and 24).
[0144] In the thermosealed strip 63, thermosealing is
interrupted at two zones, a first zone 76 and a second
zone 77. The first zone 76 is comprised between a first
longitudinal margin 72 of the container 101 and corre-
sponding end portions of the first intended transverse
separation line 207 and of the second intended trans-
verse separation line 208, which are in turn intersected
by the further intended longitudinal separation line 69.
[0145] The second zone 77 is comprised between fur-
ther end portions of the first intended transverse sepa-
ration line 207 and of the second intended transverse
separation line 208, which protrudes from a second lon-
gitudinal margin 73 of the container 101. As shown in
Figure 23, as the thermosealing in the thermosealed strip
63 is interrupted at different distances from the first lon-
gitudinal margin 72 and from the second longitudinal mar-
gin 73, the first zone 76 has a greater extent than the
second zone 77. In each first wall 102 of the container
101 an opening portion 93 is consequently defined that
is substantially shaped as a rectangle.
[0146] During a successive blanking phase, the con-
tainers 101 are separated by partially removing the in-
terposed portions of thermosealed strip 63, the residue
of which constitutes the edge zone 104.
[0147] Near the first zone 76, the thermosealed strip
63 is removed in such a way as to form an appendage
211 that substantially protrudes from the edge zone 104
and comprises a thermosealed peripheral portion 65 that
partially surrounds the first zone 76.
[0148] Subsequently, are made a further cut 80 and a
pair of intended oblique separation lines 78 and 79, the
latter being obtainable in the form of incisions. The further
cut 80 is made parallel to the second longitudinal margin
73 and near the second zone 77, and is of such a length
as to intersect corresponding end portions of the first in-
tended transverse separation line 207 and of the second
intended transverse separation line 208. Each of the two
intended oblique separation lines 78 and 79, arranged
at an angle to one another, originates at the boundary
between the edge zone 104 and the appendage 211 and
runs in a rectilinear manner to penetrate the first zone
76, in such a way as to intersect both the further intended
longitudinal separation line 69 and the corresponding end
portions of the first intended transverse separation line
207 and of the second intended transverse separation
line 208.
[0149] In this way, the appendage 211 is approximate-
ly shaped as a triangle and can be used to open the
container 101.
[0150] In fact, when a user grasps and pulls towards
himself the appendage 211, the two intended oblique
separation lines 78 and 79, the further intended longitu-
dinal separation line 69, and a portion of the first zone

76 (not thermosealed) that is comprised between the fur-
ther intended longitudinal separation line 69 and the pe-
ripheral portion 65, cooperate together to enable the ap-
pendage 211 to be separated from the container 101.
The appendage 211 remains fixed to the opening portion
93.
[0151] By continuing to pull the appendage 211 to-
wards himself, the user induces the first wall 102 to break
along the first intended transverse separation line 207
and the second intended transverse separation line 208.
In this way, the opening portion 93 is removed and a
dispensing opening is defined in its place. Owing to the
presence of the further cut 80, the user can completely
remove the opening portion 93 from the container 101.
[0152] In a version that is not shown, in which the fur-
ther cut 80 is not provided for, the opening portion 93
remains bound to the container 101 after the latter has
been opened. In this way, the dispensing opening may,
if necessary, be reclosed by the user.
[0153] In another version that is not shown, during the
forming phase of the second wall 103, a strip portion 62,
having dimensions and shape approximately corre-
sponding to those of the appendage 211, is removed
from the strip region 62 in which the further intended sep-
aration line 69 should be obtained. As a result, once the
appendage 211 is produced, it comprises a single layer
of material making up the strip 62.
[0154] With reference to Figure 26, there is shown a
container 101 suitable for containing a solid product in
film that comprises the first intended transverse separa-
tion line 207, the second intended transverse separation
line 208, the further intended separation line 69 and the
further cut 80 disclosed above.
[0155] In a version that is not shown, the container 101
shown in Figure 26 is made without the further cut 80.
Consequently, the opening portion 93 remains bound to
the container 101 and can be used to reclose the dis-
pensing opening once the latter has been produced.
[0156] Figures 27 to 29 show a container 301 compris-
ing a first shell 383 and a second shell 384 joined together
along an edge zone 304. The first shell 383 and the sec-
ond shell 384 can be obtained by deforming a sheet ma-
terial initially arranged in flat form, for example by ther-
moforming a film in thermoformable plastic material. Nev-
ertheless, it is also possible to use other materials, for
example cellulose-based materials or multilayered ma-
terials such as paper coupled with plastic and/or alumin-
ium films.
[0157] After being formed, the first shell 383 and the
second shell 384 are joined together along the edge zone
304, for example by thermosealing or gluing.
[0158] When the first shell 383 and the second shell
384 are joined together, they define in the container 301
a cavity 305 that is suitable for receiving objects of dif-
ferent types, for example stackable products 306 such
as packets of candies, or chocolates, or still again paper
handkerchiefs.
[0159] The cavity 305 is delimited by a base wall 354
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having a substantially flat shape, such as to be able to
be operatively rested on a rest surface, that is not shown,
and is defined by adjacent regions of the first shell 383
and of the second shell 384.
[0160] The edge zone 304 may also extend in the base
wall 354, in which case the edge zone 304 protrudes
inside the cavity 305, so as not to protrude from the base
wall 354 and to enable the latter to be stably rested on
the rest surface.
[0161] Alternatively, it is possible to provide on the
base wall 354, projections 56 of the type disclosed with
reference to Figures 18 and 20.
[0162] In a version that is not shown, the edge zone
304 does not extend on the base wall 354 because the
first shell 383 and the second shell 384 have been formed
on a single sheet that was subsequently folded so as to
place the first shell 383 and the second shell 384 in a
position in which they face each another. In this case, on
the base wall 354 it is possible to define, instead of a
portion of the edge zone 304, a folding line of the sheet
material.
[0163] From the base wall 354 extends lateral wall
means comprising a first wall 302 and a second wall 303
that are obtained respectively in the first shell 383 and in
the second shell 384. The lateral wall means is shaped
substantially as a prism, the transverse section of which
prism corresponds to the plan shape of the products 306.
The lateral wall means extends around a longitudinal axis
V of the container 301 that, in the example of the Figures
27 and 28, is substantially perpendicular to the base wall
354 and is vertically positionable during use of the con-
tainer 301.
[0164] On the first wall 302 there are obtained a first
intended separation line 307 and a second intended sep-
aration line 308, arranged parallel to each other on planes
respectively perpendicular to the longitudinal axis V. The
first intended separation line 307 and the second intend-
ed separation line 308 are arranged at a reciprocal dis-
tance d1 that is slightly greater than a thickness S of the
products 306, the thickness S being measured along the
longitudinal axis V.
[0165] The first intended separation line 307 is inter-
posed between the base wall 354 and the second intend-
ed separation line 308 and is at a distance d2 from the
base wall 354.
[0166] The first intended separation line 307 and the
second intended separation line 308 may comprise inci-
sions that can be obtained on an external face of the first
wall 302 or on an internal face of this wall.
[0167] The first intended separation line 307 and the
second intended separation line 308 define on the first
wall 302 a band 310, arranged between the first intended
separation line 307 and the second intended separation
line 308. The band 310 is provided with an appendage
311 that protrudes outside the edge zone 304, in such a
way as to act as grasp means for a user who wishes to
act on the strip 310 to access the products 306.
[0168] To open the container 301, it is necessary to

grasp the appendage 311 and to pull the band 310 in
such a way as to break the material constituting the first
wall 302 along the first intended separation line 307 and
the second intended separation line 308, as shown in
Figure 29. An opening is thus defined through which it is
possible to extract the products 306 from the container
301. Said opening has dimensions and a shape such as
to enable one product 306 at a time to be extracted. In
fact, the height of the opening is the same as the recip-
rocal distance d1 between the first intended separation
line 307 and the second intended separation line 308 and
as such it is slightly greater than the thickness S of a
product 306 but is less than the sum of the thicknesses
S of two products 306 stacked on top of each another.
The opening furthermore extends between two opposite
regions of the edge zone 304 and as such has a width
that is slightly greater than that of each product 306.
[0169] After breaking the material that constitutes the
first wall 302 along the first intended separation line 307
and the second intended separation line 308, the band
310 can remain attached to the container 301 along the
joining zone 304. In this case, it is possible to reposition
the band on the opening of the container 301 in such a
way as to reclose this opening.
[0170] In a further version, on the other hand, the band
310 can be completely removed from the container 301,
thanks to a third intended separation line arranged trans-
versely to the first intended separation line 307 and to
the second intended separation line 308 and intersecting
these last two lines.
[0171] The container 301 further comprises support
means 320 arranged to support the products 306 near
the opening defined by removing the band 310. The sup-
port means 320, shown in Figures 30 and 31, may com-
prise an internally hollow spacing element 321 having
the form of an upturned glass provided with a transverse
wall 322 suitable for supporting a product 306 and lon-
gitudinal walls 323 that extend from the transverse wall
322 so as to protrude towards the base wall 354. The
spacing element 321 has a plan shape corresponding to
that of the container 301, so that the longitudinal walls
323 can engage in the first wall 302 and in the second
wall 303 of the container 301 with very small or almost
nonexistent gap.
[0172] The longitudinal walls 323 of the spacing ele-
ment 321 are delimited, on the opposite part in relation
to the transverse wall 322, by an end region 324 that
during use of the container 301 rests on the base wall
354, as shown in Figure 30. The spacing element 321 is
dimensioned in such a way that, when it is inserted inside
the container 301 the transverse wall 322 is at a first
distance d3 from the rest surface on which the base wall
354 rests. The first distance d3 is about the same as the
distance d2 that separates the base wall 354 from the
first intended separation line 307.
[0173] When the container 301, provided with the
spacing element 321 and filled with a stack of products
306, is in a configuration in which the base wall 354 rests
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on a rest surface, the product 306 arranged at the lowest
position of the stack is supported by the transverse wall
322 of the spacing element 321. As the first distance d3
is approximately the same as the distance d2, the product
306 arranged in the lowest position of the stack is at the
opening that is definable by removing the band 310. It is
thus possible, after removing the band 310, to extract the
product 306 arranged in the lowest position of the stack
from the opening thus defined. At this point, the products
306 contained in the container 301 descend by gravity
inside the cavity 305, so that a new product 306 is ar-
ranged on the spacing element 321, this product being
ready to be extracted from the container 301.
[0174] The container 301 can thus easily be used as
a dispenser to dispense a plurality of stacked products
306 one at a time.
[0175] In the version shown in Figure 27, the distance
d2 is slightly less than the first distance d3. In this way,
the product 306 arranged at the bottom of the stack rests
on the transverse wall 322 of the spacing element 321
just above the first intended separation line 307. This
enables the product 306 to be extracted from the con-
tainer 301 in an extremely easy manner, as the product
306 does not interfere with the first intended separation
line 307. If the reciprocal distance d1 between the first
intended separation line 307 and the second intended
separation line 308 is sufficiently greater than the thick-
ness S of the product 306 so that the product 306 can
arrange itself below the second intended separation line
308, extracting the product 306 from the container 301
is even easier because the product 306 does not even
interfere with the second intended separation line 308.
[0176] It should be noted that the spacing element 321
has a double function. On one hand, it enables the prod-
uct 306 to be kept lower in the stack at a preset distance
from the base wall 354, so that the product 306 is near
the opening defined by removing the band 310. On the
other hand, the spacing element 321 makes the container
zone 301 next to the base wall 354 stiffer. In this way,
the container 301 can remain resting on the rest surface
in a very stable manner.
[0177] It should also be noted that the container 301
is also made more stable because the opening defined
by removing the band 310 is arranged at a certain dis-
tance from the base wall 354. The portion of the first wall
302 defined between the base wall 354 and the first in-
tended separation line 307 enables the container 301 to
be made stiffer than if the first intended separation line
307 had been made immediately above the base wall
354.
[0178] Figure 32 shows an alternative version of the
support means 320, comprising an entirely hollow spac-
ing element 421 provided with external longitudinal walls
325 and with internal walls 326. The external longitudinal
walls 325 and the internal longitudinal walls 326 are
joined together at a rim 327 that may for example have
a rounded profile if viewed in cross-section. The rim 327
defines an annular support zone for supporting the prod-

ucts 306. In order to make the spacing element 421 suf-
ficiently stiff, the latter comprises a stiffening wall 328
that extends from a lower region of the internal longitu-
dinal walls 325 so as to rest on the base wall 354. Be-
tween the stiffening wall 328 and the internal longitudinal
walls 325 a recess 329 is thus defined that is provided
with a concavity that faces the products 306.
[0179] The spacing element 421 is particularly suitable
when inside the container 301 products 306 are received
that may undergo expansion, for example increasing
their dimensions in the direction of the longitudinal axis
V. These expansions may be due to the release of gas
by products 306 packaged inside the respective packag-
es or to temperature variations of the products 306.
[0180] If the products 306 dilate, they may partially ex-
pand inside the recess 329, which therefore enables the
dimensions of the products 306 to be compensated for
to a certain extent even when the container 301 is still full.
[0181] In an alternative version shown in Figure 33,
the support means 320 comprises a spacing element 521
that instead of being internally hollow as in the examples
in Figures 31 and 32, comprises a full body suitable for
resting on the base wall 354, and may be provided with
a plan shape corresponding to that of the cavity 305. The
spacing element 521 is rather heavy and operatively acts
as a stabilizing means, i.e. as a sort of ballast that makes
it impossible to stably rest the base wall 354 of the con-
tainer 301 on a rest surface. The spacing element 521
in fact enables the centre of gravity of the container 301
to be kept in a relatively low position. As a result, the
container easily remains in a vertical position even when
it is full or when the user acts on it to extract the single
products 306.
[0182] It should be noted that also the spacing ele-
ments 321 and 421 of the Figures 31 and 32 can act as
stabilizing means if they are for example made with a
material having a relatively high specific weight, for ex-
ample metal. Alternatively, it is possible to place a weight
inside the recess 329 of the spacing element 421 shown
in Figure 32 or between the base wall 354 of the container
301 and the transverse wall 322 of the spacing element
321 shown in Figure 31.
[0183] In an alternative version, shown in Figure 34,
the support means 320 is obtained by suitably shaping
the side wall means of the container 301.
[0184] In particular, in the container 301 a first part 330
arranged near the base wall 354, and a second part 331
operatively positioned above the first part 330 are defin-
able. The first part 330 has a transverse dimension T1
that is less than a further transverse dimension T2 of the
second part 331. Between the first part 330 and the sec-
ond part 331 is defined a narrowing 332 that is shaped
as a step on which can rest the product 306 arranged in
the lowest position in the stack of products received in
the cavity 305.
[0185] It should be noted that the narrowing 332 is po-
sitioned near the band 310, so as to enable the products
306 to be easily extracted from the container 301.
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[0186] In another alternative version, shown in Figure
35, the support means 320 comprises an indentation 333,
obtained on the first shell 383 and on the second shell
384 and projecting to the inside of the container 301. The
indentation 333 defines inside the container 301 an an-
nular rest zone for supporting the product 306 arranged
in the lowest position in the stack of products 306 housed
inside the cavity 305. The indentation 333 may extend in
a continuous manner around the longitudinal axis V and
transversely to it, or it can be replaced by a plurality of
substantially punctiform zones projecting inside the con-
tainer 301 and distributed in a uniform manner around
the longitudinal axis V. In this case, the products 306 do
not rest on a continuous zone but on a plurality of support
points.
[0187] In a version that is not shown, the container 301
is delimited by a first wall 302 provided with a concavity
sufficient to house the products 306 and with a substan-
tially flat second wall 303.
[0188] In another version that is not shown, the con-
tainer 301 may also house products with an irregular
shape arranged in bulk in the cavity 305. In this case, the
opening defined by removing the band 310 may have a
shape and dimensions such as to enable more than one
product at a time to be removed from the container 301.
[0189] In Figures 27 to 29, the opening obtained by
removing the band 310 extends transversely over the
entire first wall 302, i.e. between two opposite regions of
the edge zone 304. In a version that is not shown, this
opening may have smaller dimensions extending trans-
versely only on a limited part of the first wall 302.
[0190] In a version that is not shown, the opening ob-
tained by removing the band 310 is immediately above
the base wall 354, i.e. the distance d2 is almost the same
as the thickness of the base wall 354. In this case, it is
advisable to stiffen the side wall means near the base
wall 354 in such a way that the container 301 can rest
stably on the base wall 354 even after the band 310 has
been removed. For example, it is possible to increase
the thickness of the side wall means above the base wall
354, or to introduce separate stiffening elements around
the opening defined by removing the band 310.
[0191] Inside the container 301, for example in an in-
termediate position in the stack of products 306, it is also
possible to insert a promotional product, for example a
leaflet or advertising coupon, or a product containing oth-
er information or a musical disc or video such as a com-
pact disc or DVD, or a disc for an electronic game or a
video game.
[0192] The container 301 may be made of a material
that is at least partially transparent, through which it is
possible to see the number of products 306 that are still
present in the cavity 305.
[0193] Figures 36 and 37 show a container 401 that
differs from the container 301 shown in Figures 27 to 29
inasmuch as it is provided with a dividing wall 334 ex-
tending inside the container 401 parallel to the longitudi-
nal axis V. The dividing wall 334 defines inside the con-

tainer 401 a first cavity 305a and a second cavity 305b
separate from one another and suitable for receiving re-
spective products. In particular, the first cavity 305a is
defined between the first shell 383 and the dividing wall
334, whereas the second cavity 305b is defined between
the second shell 384 and the dividing wall 334. The first
cavity 305a may for example receive first products 306a
and the second cavity 305b may receive second products
306b, different from the first products 306a.
[0194] To access the first products 306a, with the first
cavity 305a a first band 310a is associated that is defined
between a respective first intended separation line 307a
and a second intended separation line 308a, and is pro-
vided with a respective appendage 311a, similarly to
what has been disclosed with reference to Figure 27.
Support means comprising a first spacing element 321a,
made according to one of the versions disclosed with
reference to Figures 31 to 35 enables the first products
306a to be supported near the first opening obtained by
removing the first band 310a.
[0195] Similarly, to access the second products 306b
on the second wall 303 there are obtained a further first
intended separation line 307b and a further second in-
tended separation line 308b, that are parallel to each
other and define a second band 310b that can be re-
moved by acting on a second appendage 311b. The sec-
ond cavity 305b is furthermore provided with a second
spacing element 321b made according to one of the
shapes disclosed with reference to Figures 31 to 35, ar-
ranged to support the second products 306b near a sec-
ond opening defined by removing the second band 310b.
[0196] In the version shown in Figures 36 and 37, the
first band 310a and the second band 310b are obtained
on opposite sides of the container 401. In this version,
when it is desired to access the first products 306a con-
tained in the first cavity 305a, the container 401 is ar-
ranged in a first configuration in which the base wall 354
is in contact with a rest surface, in such a way that the
first band 310a is near the rest surface. If on the other
hand it is desired to access the second products 306b
contained in the second cavity 305b, the container 401
is overturned to reach a second configuration in which a
further base wall 454 opposite the base wall 354 is rested
on the rest surface.
[0197] Providing the first band 310a near the base wall
354 and the second band 310b near the further base wall
454 enables stiffness of the container 401 not to be ex-
cessively lessened, also when the first band 310a and
the second band 310b are both removed to make both
the first products 306a and the second products 306b
accessible.
[0198] It should be noted that the first spacing element
321a and the first band 310a are arranged near the base
wall 354, whereas the second spacing element 321b and
the second band 310b are arranged near the further base
wall 454. This enables easy access to the desired prod-
ucts, both in the first configuration and in the second con-
figuration.
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[0199] To form the container 401, it is possible to pro-
ceed in similar ways to what has been disclosed with
reference to Figures 21 to 25. Obviously, as the container
401 comprises two bands 310a and 310b, certain oper-
ations disclosed with reference to said Figures will have
to be repeated both on the first shells 383 and on the
second shells 384.
[0200] As shown in Figure 38, after forming in a sheet
material the first shell 383 and the second shell 384 pro-
vided with the respective bands 310a and 310b and with
the corresponding spacing elements 321a and 321b,
these shells are respectively filled with the first products
306a and with the second products 306b. Subsequently,
the first shell 383 and the second shell 384 are shut using
a closing sheet 335, for example a film in thermosealable
plastic material at the edge zone 304. The first shell 383
and the second shell 384 are then rotated in relation to
each other around a folding line 336 in such a way that
consecutive regions of the closing sheet 335, associated
respectively with the first shell 383 and the second shell
384, face each other. At this point, by joining the first shell
383 to the second shell 384, at least along the edge zone
304, the container 401 shown in Figures 36 and 37 is
obtained. In the finished container 401, the dividing wall
334 is defined by two layers of closing sheet 335 arranged
to be in contact with each other. In an alternative version,
is it also possible to provide a dividing wall formed by a
single layer of the closing sheet, having a face in contact
with the first products 306a and a further face in contact
with the second products 306b.
[0201] In the container 401, the first cavity 305a and
the second cavity 305b can be opened almost simulta-
neously if it is desired to access both the first products
306a and the second products 306b. If, on the other hand,
it is desired to access the second products 306b only
after the first products 306a have been consumed, the
second band 310b is torn when the first cavity 305a is
empty. This enable storage of the second products 306b
to be improved, which can be kept in the second closed
cavity 305b, preventing contact with the air, whilst the
user consumes the first products 306a.
[0202] It is possible to provide containers provided with
an arbitrary number of cavities. For example, in the ver-
sion in Figure 39 there is provided a container 501 inside
which four cavities 405 are definable, arranged around
the longitudinal axis of the container 501 and each ex-
tending between the base wall 354 and the further base
wall 454. Each cavity 405 is separated from the adjacent
cavities 305 by respective dividing walls 434.
[0203] Each cavity 405 is provided with a respective
band 410, defined between a first intended separation
line 407 and a second intended separation line 408 that
are parallel to each other. By removing a band 410, it is
possible to access the products contained in the corre-
sponding cavity 405.
[0204] In the version in Figure 39, two adjacent cavities
405 are accessible by removing respective bands 410
arranged near the base wall 354, whereas the other two

cavities 405 are accessible by removing further respec-
tive bands 410 arranged near the further base wall 454.
This enables the container 501 to be kept sufficiently stiff
even when all four bands 410 have been removed.
[0205] In a version that is not shown, the bands 410
can be alternatively obtained near the base wall 354 and
the further base wall 454. In this version, with a certain
cavity 405 there is associated a band 410 arranged near
the base wall 354, whereas the two adjacent cavities 405
are provided with bands 410 arranged near the further
base wall 454.
[0206] The container 501 can be manufactured in a
similar manner to what has been disclosed with reference
to Figure 38, using a pair of first shells 383 and a pair of
second shells 384 that are each closed by the closing
sheet 335. Alternatively, the container 501 may be ob-
tained by bringing up two containers that are similar to
those disclosed with reference to Figures 27 to 29, and
are provided with at least a flat portion along which the
two containers can be brought up and joined.
[0207] It is also understood that the features disclosed
in the disclosure of the Figures with reference to a specific
version can be claimed also in relation to any other ver-
sion disclosed or also for themselves.

Illustrative embodiments

[0208] Illustrative embodiment 1. Container compris-
ing wall means (2, 3; 102, 103; 302, 303) defining cavity
means (5; 105; 305; 405) suitable for receiving a product
(6; 43; 106; 306; 306a, 306b) and intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) obtained in said wall means
(2, 3; 102, 103; 302, 303), said intended separation line
means (7, 8; 107, 108; 207, 208; 307, 308; 307a, 307b,
308a, 308b; 407, 408) comprising a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intended
separation line (8; 108; 208; 308; 308a, 308b; 408) being
arranged in consecutive zones of said wall means (2, 3;
102, 103; 302, 303), wherein said wall means (2, 3; 102,
103; 302, 303) comprises first wall means (2; 102; 302)
and second wall means (3; 103; 203), said intended sep-
aration line means (7, 8; 107, 108; 207, 208; 307, 308;
307a, 307b, 308a, 308b; 407, 408) being obtained in said
first wall means (2; 102; 302), wherein said first wall
means comprises a concave wall (2; 102; 302) and said
second wall means (3; 103; 303) comprises a further con-
cave wall (103; 303).
[0209] Illustrative embodiment 2. Container compris-
ing wall means (2, 3; 102, 103; 302, 303) defining cavity
means (5; 105; 305; 405) suitable for receiving a product
(6; 43; 106; 306; 306a, 306b) and intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) obtained in said wall means
(2, 3; 102, 103; 302, 303), said intended separation line
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means (7, 8; 107, 108; 207, 208; 307, 308; 307a, 307b,
308a, 308b; 407, 408) comprising a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intended
separation line (8; 108; 208; 308; 308a, 308b; 408) being
arranged in consecutive zones of said wall means (2, 3;
102, 103; 302, 303), wherein said wall means (2, 3; 102,
103; 302, 303) comprises first wall means (2; 102; 302)
and second wall means (3; 103; 203), said intended sep-
aration line means (7, 8; 107, 108; 207, 208; 307, 308;
307a, 307b, 308a, 308b; 407, 408) being obtained in said
first wall means (2; 102; 302), wherein said first wall
means (2; 102; 302) and said second wall means (3; 103;
303) comprise respective concave portions (97, 99) al-
ternating with respective convex portions (96, 98).
[0210] Illustrative embodiment 3. Container compris-
ing wall means (2, 3; 102, 103; 302, 303) defining cavity
means (5; 105; 305; 405) suitable for receiving a product
(6; 43; 106; 306; 306a, 306b) and intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) obtained in said wall means
(2, 3; 102, 103; 302, 303), said intended separation line
means (7, 8; 107, 108; 207, 208; 307, 308; 307a, 307b,
308a, 308b; 407, 408) comprising a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intended
separation line (8; 108; 208; 308; 308a, 308b; 408) being
arranged in consecutive zones of said wall means (2, 3;
102, 103; 302, 303), wherein said wall means (2, 3; 102,
103; 302, 303) comprises first wall means (2; 102; 302)
and second wall means (3; 103; 203), said intended sep-
aration line means (7, 8; 107, 108; 207, 208; 307, 308;
307a, 307b, 308a, 308b; 407, 408) being obtained in said
first wall means (2; 102; 302), wherein said first wall
means (2; 102; 302) and said second wall means (3; 103;
303) respectively comprise a first half shell (87) and a
second convex half shell (88) having a substantially rec-
tangular plan-view shape.
[0211] Illustrative embodiment 4. Container compris-
ing wall means (2, 3; 102, 103; 302, 303) defining cavity
means (5; 105; 305; 405) suitable for receiving a product
(6; 43; 106; 306; 306a, 306b) and intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) obtained in said wall means
(2, 3; 102, 103; 302, 303), said intended separation line
means (7, 8; 107, 108; 207, 208; 307, 308; 307a, 307b,
308a, 308b; 407, 408) comprising a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intended
separation line (8; 108; 208; 308; 308a, 308b; 408) being
arranged in consecutive zones of said wall means (2, 3;
102, 103; 302, 303), wherein said wall means (2, 3; 102,

103; 302, 303) comprises first wall means (2; 102; 302)
and second wall means (3; 103; 203), said intended sep-
aration line means (7, 8; 107, 108; 207, 208; 307, 308;
307a, 307b, 308a, 308b; 407, 408) being obtained in said
first wall means (2; 102; 302), wherein said first wall
means (2; 102; 302) and said second wall means (3; 103;
303) respectively comprise a first semicylindrical shell
(83) and a second semicylindrical shell (84).
[0212] Illustrative embodiment 5. Container compris-
ing wall means (2, 3; 102, 103; 302, 303) defining cavity
means (5; 105; 305; 405) suitable for receiving a product
(6; 43; 106; 306; 306a, 306b) and intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) obtained in said wall means
(2, 3; 102, 103; 302, 303), said intended separation line
means (7, 8; 107, 108; 207, 208; 307, 308; 307a, 307b,
308a, 308b; 407, 408) comprising a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intended
separation line (8; 108; 208; 308; 308a, 308b; 408) being
arranged in consecutive zones of said wall means (2, 3;
102, 103; 302, 303), wherein said wall means (2, 3; 102,
103; 302, 303) is joined along an edge zone (4; 104; 304)
extending to the outside of said wall means (2, 3; 102,
103; 302, 303), said wall means defining a bottom part
(47, 48, 54; 354; 454) traversed by said edge zone (4;
104; 304), said bottom part (47, 48, 54; 354; 454) being
provided with protuberances (56) extending outside said
wall means (2, 3; 102, 103; 302, 303) more than said
peripheral joining zone (4; 104; 304).
[0213] Illustrative embodiment 6. Container as for em-
bodiment 5, wherein said protrusions (56) comprises first
protrusions obtained in first bottom means (47) and sec-
ond protrusions obtained in second bottom means (48),
said first bottom means (47) and said second bottom
means (48) being defined in said bottom part (47, 48, 54;
354; 454) by an end portion of said edge zone (4; 104;
304).
[0214] Illustrative embodiment 7. Container as for em-
bodiment 6, wherein said first protrusions and said sec-
ond protrusions are staggered in relation to one another.
[0215] Illustrative embodiment 8. Container as for em-
bodiment 6, or embodiment 7, wherein said first protru-
sions are different in number from said second protru-
sions.
[0216] Illustrative embodiment 9. Container compris-
ing wall means (2, 3; 102, 103; 302, 303) defining cavity
means (5; 105; 305; 405) suitable for receiving a product
(6; 43; 106; 306; 306a, 306b) and intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) obtained in said wall means
(2, 3; 102, 103; 302, 303), said intended separation line
means (7, 8; 107, 108; 207, 208; 307, 308; 307a, 307b,
308a, 308b; 407, 408) comprising a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
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308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intended
separation line (8; 108; 208; 308; 308a, 308b; 408) being
arranged in consecutive zones of said wall means (2, 3;
102, 103; 302, 303), and wherein said cavity means (5;
105; 305; 405) comprises a plurality of cavities (305a,
305b; 405) separated by dividing wall means (334; 434)
and wherein said plurality of cavities (305a, 305b; 405)
comprises a first cavity (305a; 405) provided with first
intended separation line means (307a, 308a; 407, 408)
included in said intended separation line means and de-
fining a first opening zone; a second cavity (305b; 405)
provided with second intended separation line means
(307b, 308b; 407, 408) included in said intended sepa-
ration line means and defining a second opening zone.
Illustrative embodiment 10. Container as for embodiment
9, wherein said first opening zone is arranged near a first
base wall means (354) and said second opening zone is
arranged near a second base wall means (45).
[0217] Illustrative embodiment 11. Method for produc-
ing containers (1; 1a; 101; 301; 401; 501), comprising
forming wall means (2, 3; 102, 103; 302, 303) defining
cavity means (5; 105; 305; 405) suitable for receiving a
product (6; 43; 106; 306; 306a, 306b), making in said
wall means (2, 3; 102, 103; 302, 303) intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408), wherein said making com-
prises obtaining in consecutive zones of said wall means
(2, 3; 102, 103; 302, 303), a first intended separation line
(7; 107; 207; 307; 307a, 307b; 407) and a second intend-
ed separation line (8; 108; 208; 308; 308a, 308b; 408)
wherein said obtaining comprises defining said first in-
tended separation line (7; 107; 207; 307; 307a, 307b;
407) and said second intended separation line (8; 108;
208; 308; 308a, 308b; 408) in first wall means (2; 102;
302) of said wall means (2, 3; 102, 103; 302, 303), where-
in said obtaining comprises defining said first intended
separation line (7; 107; 207; 307; 307a, 307b; 407) and
said second intended separation line (8; 108; 208; 308;
308a, 308b; 408) in first wall means (2; 102; 302) of said
wall means (2, 3; 102, 103; 302, 303), wherein said form-
ing comprises obtaining said first wall means (2; 102;
302) in sheet material means (22), wherein said obtaining
comprises further obtaining a further first intended sep-
aration line and a further second intended separation line
in second wall means (3; 103; 303) of said wall means
(2, 3; 102, 103; 302, 303), wherein after said forming
sealing said sheet material means (22) to further sheet
material means (26) along intended edge zones (4; 104;
304) of said containers (1; 1a; 101; 301; 401; 501) is
provided for, wherein after said sealing separating said
containers from undeformed portions of said sheet ma-
terial means (22) and of said further sheet material means
(26) is provided for, wherein said separating comprises
making in said further sheet material means (26) further
appendage means (20) arranged near said further first
intended separation line and said further second intend-
ed separation line and suitable for promoting the opening

of said containers (1; 1a; 101; 301; 401; 501).
[0218] Illustrative embodiment 12. Method as for em-
bodiment 11, wherein said sheet material means and
said further sheet material means are defined by portions
facing the same sheet of material in a sheet folded around
a respective longitudinal axis.
[0219] Illustrative embodiment 13. Method as for em-
bodiment 12, wherein between said facing portions there
is made cutting means (59) to enable said same sheet
of sheet material to be easily folded.
[0220] Illustrative embodiment 14. Method for produc-
ing containers (1; 1a; 101; 301; 401; 501), comprising
forming wall means (2, 3; 102, 103; 302, 303) defining
cavity means (5; 105; 305; 405) suitable for receiving a
product (6; 43; 106; 306; 306a, 306b), making in said
wall means (2, 3; 102, 103; 302, 303) intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408), wherein said making com-
prises obtaining in consecutive zones of said wall means
(2, 3; 102, 103; 302, 303), a first intended separation line
(7; 107; 207; 307; 307a, 307b; 407) and a second intend-
ed separation line (8; 108; 208; 308; 308a, 308b; 408)
wherein said forming comprises obtaining protrusions
(56) in intended bottom means (54) of said containers
(1; 1a; 101; 301; 401; 501), said protrusions (56) being
arranged to allow said containers (1; 1a; 101; 301; 401;
501) to stably maintain a vertical position on a rest surface
(P).
[0221] Illustrative embodiment 15. Apparatus for pro-
ducing containers (1; 1a; 101; 301; 401; 501), comprising
forming means (23) suitable for forming wall means (2,
3; 102, 103; 302, 303) defining cavity means (5; 105;
305; 405) of said containers (1; 1a; 101; 301; 401; 501),
weakness promoting means (21) suitable for making in
said wall means (2, 3; 102, 103; 302, 303) intended sep-
aration line means (7, 8; 107, 108; 207, 208; 307, 308;
307a, 307b, 308a, 308b; 407, 408), characterised in that
said weakness promoting means (21) is shaped in such
a way as to make, in consecutive zones of said wall
means (2, 3; 102, 103; 302, 303), a first intended sepa-
ration line (7; 107; 207; 307; 307a, 307b; 407) and a
second intended separation line (8; 108; 208; 308; 308a,
308b; 408), wherein said forming means (23) is arranged
downstream of said weakness promoting means (21).
[0222] Illustrative embodiment 16. Apparatus as for
14, wherein said weakness promoting means comprises
further incising means (21) arranged to make further non-
through incision means in further face means of said wall
means (2, 3; 102, 103; 302, 303) turned towards an in-
tended internal zone of said containers (1; 1a; 101; 301;
401; 501).

Claims

1. Container comprising wall means (2, 3; 102, 103;
302, 303), defining cavity means (5; 105; 305; 405)
suitable for receiving a product (6; 43; 106; 306;
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306a, 306b), said container being provided with in-
tended separation line means (7, 8; 107, 108; 207,
208; 307, 308; 307a, 307b, 308a, 308b; 407, 408)
obtained in said wall means (2, 3; 102, 103; 302,
303), said intended separation line means (7, 8; 107,
108; 207, 208; 307, 308; 307a, 307b, 308a, 308b;
407, 408) comprising a first intended separation line
(7; 107; 207; 307; 307a, 307b; 407) and a second
intended separation line (8; 108; 208; 308; 308a,
308b; 408), said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intend-
ed separation line (8; 108; 208; 308; 308a, 308b;
408) being arranged in consecutive zones of said
wall means (2, 3; 102, 103; 302, 303), characterised
in that said container further comprises further in-
tended separation line means (69, 78, 79, 80) inter-
secting said first intended separation line (7; 107;
207, 208; 307; 307a, 307b; 407) and said second
intended separation line (8; 108; 208; 308; 308a,
308b; 408) to enable during use the removal of open-
ing portion means (93) defined between said first
intended separation line (7; 107; 207, 208; 307;
307a, 307b; 407) and said second intended separa-
tion line (8; 108; 208; 308; 308a, 308b; 408).

2. Container according to claim 1, wherein said further
intended separation line means (69, 78, 79, 80) com-
prises first further intended separation line means
(69) intersecting corresponding end portions of said
first intended separation line (7; 107; 207, 208; 307;
307a, 307b; 407) and of said second intended sep-
aration line (8; 108; 208; 308; 308a, 308b; 408), said
first further intended separation line means (69) be-
ing arranged to enable said removal of said opening
portions means (93).

3. Container according to claim 2, wherein said further
intended separation line means (69, 78, 79, 80) com-
prises second further intended separation line
means (80), opposite said first further intended sep-
aration line means (69) and intersecting further cor-
responding end portions of said first intended sepa-
ration line (7; 107; 207, 208; 307; 307a, 307b; 407)
and of said second intended separation line (8; 108;
208; 308; 308a, 308b; 408), said second further in-
tended separation line means (80) being arranged
to enable during use a complete removal of said
opening portion means (93).

4. Container according to claim 2, or claim 3, wherein
said wall means are joined together along a periph-
eral joining zone (4; 104; 304; 404) and wherein said
first further intended separation line means (69) in-
tersects said corresponding end portions near a first
interruption zone (76) of said peripheral joining zone
(4; 104; 304).

5. Container according to claim 4, and further compris-

ing an appendage (211) protruding from said periph-
eral joining zone (4; 104; 304), said appendage (211)
comprising a thermosealed peripheral portion (65)
partially surrounding said first interruption zone (76).

6. Container according to claim 4 or claim 5, as claim
4 is appended to claim 3, wherein said second further
intended separation line means (80) intersects said
further corresponding end portions near a second
interruption zone (77) of said peripheral joining zone
(4; 104; 304).

7. Container according to any one of claims from 4 to
6, , wherein said further intended separation line
means (69, 78, 79, 80) comprises intended oblique
separation line means (78, 79) intersecting said first
intended separation line (7; 107; 207, 208; 307;
307a, 307b; 407), said second intended separation
line (8; 108; 208; 308; 308a, 308b; 408) and said first
further intended separation line means (69) near said
first interruption zone (76) of said peripheral joining
zone (4; 104; 304), said intended oblique separation
line means (78, 79) cooperating in use with said fur-
ther first intended separation line means (69) to pro-
mote the removal of said opening portion means
(93).

8. Container according to claim 7, wherein said intend-
ed oblique separation line means (78, 79) comprises
a first intended oblique separation line (78) and a
second intended oblique separation line (79), ar-
ranged at an angle to one another.

9. Container according to claim 8, as claim 8 is append-
ed to claim 5, wherein said first intended oblique sep-
aration line (78) and said second intended oblique
separation line (79), originate at the boundary be-
tween said peripheral joining zone (4; 104; 304) and
said appendage (211) and run in a rectilinear manner
to penetrate said first interruption zone (76) of said
peripheral joining zone (4; 104; 304).

10. Container according to any one of claims from 2 to
9, wherein said wall means (2, 3; 102, 103; 302, 303)
comprises first wall means (2; 102; 302) and second
wall means (3; 103; 203), said intended separation
line means (7, 8; 107, 108; 207, 208; 307, 308; 307a,
307b, 308a, 308b; 407, 408) being obtained in said
first wall means (2; 102; 302), said first further in-
tended separation line means (69) being obtained in
said second wall means (3; 103; 203).

11. Container according to any one of claims from 4 to
10, wherein said intended separation line means (7,
8; 107, 108; 207, 208; 307, 308; 307a, 307b, 308a,
308b; 407, 408) extends on said wall means (2, 3;
102, 103; 302, 303) and is distanced from said pe-
ripheral joining zone (4; 104; 304) of said wall means
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(2, 3; 102, 103; 302, 303).

12. Container according to any one of claims from 4 to
11, wherein said intended separation line means (7,
8; 107, 108; 207, 208; 307, 308; 307a, 307b, 308a,
308b; 407, 408) extends on said wall means (2, 3;
102, 103; 302, 303) until reaching said peripheral
joining zone (4; 104; 304) of said wall means (2, 3;
102, 103; 302, 303).

13. Method for producing containers (1; 1a; 101; 301;
401; 501), comprising forming wall means (2, 3; 102,
103; 302, 303) defining cavity means (5; 105; 305;
405) suitable for receiving a product (6; 43; 106; 306;
306a, 306b), making in said wall means (2, 3; 102,
103; 302, 303) intended separation line means (7,
8; 107, 108; 207, 208; 307, 308; 307a, 307b, 308a,
308b; 407, 408), said making comprising obtaining
in consecutive zones of said wall means (2, 3; 102,
103; 302, 303), a first intended separation line (7;
107; 207; 307; 307a, 307b; 407) and a second in-
tended separation line (8; 108; 208; 308; 308a, 308b;
408) characterised in that said method further
comprises further obtaining further intended sepa-
ration line means (69, 78, 79, 80) in such a way as
to intersect said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intend-
ed separation line (8; 108; 208; 308; 308a, 308b;
408) when said containers (1; 1a; 101; 301; 401;
501) are formed.

14. Method according to claim 13, wherein said further
obtaining further intended separation line means
(69, 78, 79, 80) comprises obtaining a first further
intended separation line (69) intersecting corre-
sponding end portions of said first intended separa-
tion line (7; 107; 207; 307; 307a, 307b; 407) and of
said second intended separation line (8; 108; 208;
308; 308a, 308b; 408).

15. Method according to claim 13 or claim 14, wherein
said further obtaining further intended separation
line means (69, 78, 79, 80) comprises obtaining a
pair of oblique intended separation lines (78, 79) ob-
liquely intersecting corresponding end portions of
said first intended separation line (7; 107; 207; 307;
307a, 307b; 407), of said second intended separa-
tion line (8; 108; 208; 308; 308a, 308b; 408) and of
said further intended separation line (69). 408).

16. Method according to claim 14, wherein said obtain-
ing comprises defining, for example in the form of
incision, said first intended separation line (7; 107;
207; 307; 307a, 307b; 407) and said second intend-
ed separation line (8; 108; 208; 308; 308a, 308b;
408) in first wall means (2; 102; 302) of said wall
means (2, 3; 102, 103; 302, 303) and further defining,
for example in the form of incision, said first further

intended separation line (69) in second wall means
(3; 103; 203) of said wall means (2, 3; 102, 103; 302,
303), before edge portions of said first wall means
(2; 102; 302) and of said second wall means (3; 103;
203) are made to tally so that said edge portions may
be thermosealed to produce said containers.
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