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Description

[0001] The presentinvention relates to a pouch, spe-
cifically for liquid or granular products. In particular, the
invention relates to an inflatable pouch.

[0002] The presentinvention also relates to a method
of manufacturing said pouch.

[0003] Pouches are well-known in the art. They are for
example used to package liquid or granular products for
food and medical use.

[0004] A known pouch typically consists of two super-
imposed walls of flexible plastic material, such as poly-
ethylene, bonded to each other, typically heat-sealed, at
peripheral edges thereof, so as to form an internal space
of the pouch, suitable for being filled with the product to
be packaged. The pouch can be also provided with a
closure spout.

[0005] With specific reference to products having high
degradability, such as food products, there is a growing
demand for extending the shelf life of these products
when packaged.

[0006] If the pouch is not impervious to the transmis-
sion of contaminant agents, such as microorganisms, ox-
ygen, other gases and water vapour, then the product
packaged in the pouch can undergo a degradation by
transmission through the walls. In particular, oxygen nor-
mally permeates the internal space along the sealed pe-
ripheral edges of the pouch.

[0007] Throughout the following description and the
annexed claims, by "sealing" or "seal" a hermetical junc-
tion of the pouch walls, which can be made by means of
heat-sealing or ultrasound sealing, or with other known
methods is meant.

[0008] Throughout the following description and the
annexed claims, reference will be specifically made to a
gas (more particularly, oxygen) as a contaminant agent,
while other contaminant agents which can pass through
the pouch walls and degrade the product packaged
therein might be considered in place or in combination
with the aforementioned gas.

[0009] In order to extend the shelf life of the packaged
product, so called aseptic and ultra clean pouches are
available on the market. They are typically made of lam-
inate materials, for example comprising one or more lay-
ers of polypropylene and a layer of aluminium or poly-
ethylene with Deposited Silicon Oxide (PET-SiOx).
[0010] The aseptic and ultra clean pouches are pro-
duced in aseptic and ultra clean filling systems.

[0011] In particular, the aseptic filling systems provide
commercial sterility, whereby no unwanted organisms
will grow in the filled pouch, whereas the ultra clean filling
reduces the presence of organisms to levels approaching
zero, but are not designed to ensure zero contamination.
[0012] EP 1242293 discloses a packaging container
made of plastic material consisting of a flat hose, which
is sealed at least on one side and forms a bag-shaped
container. The flat hose is surrounded by two flat film
sections, which overlap the edge regions. The hose has
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a filling opening and connection seams.

[0013] US 5,588,532 discloses an inflatable package
comprising a pair of overlying inner panels defining an
item-receiving zone therebetween to have the object re-
ceived therein, a pair of outer panels each overlying a
respective one of the inner panels to form an inflatable
chamber therebetween and inflating means for at least
partially inflating the inflatable chamber with a filler me-
dium.

[0014] US 4,872,558 discloses a packaging systemin-
cluding an outer bag defining a sealed chamber therein,
an inner bag defining a pocket adapted to retain an article
therein and means for filling the chamber with a filling
medium to substantially encapsulate and support the in-
ner bag and article within the outer bag.

[0015] US 4454 945 discloses a pouch made from two
tubular films.
[0016] The Applicant has found that, although the lam-

inate materials of the prior art are known as having high
gas-barrier properties, pouches made of these materials
have some drawbacks.

[0017] Firstly, being the superimposed walls typically
heat-sealed, they can delaminate, i. e. the walls can par-
tially separate from each other. As a result, ruptures or
micro-perforations can generate at the sealed edges,
thus causing the oxygen to enter the pouch, so deterio-
rating the product present therein. Further, the laminate
materials are thick, this considerably increasing the man-
ufacturing and shipment costs of the pouch, as well as
the environmentalimpact of the pouch in that more plastic
is needed for producing it and needed to be disposed at
the end of its lifecycle.

[0018] Furthermore, when the pouch is produced in
aseptic or ultra clean filling systems, it is not possible to
use a printed film, because the ink is dissolved when the
film enters a chemical decontamination area, e.g. it is
dipped in a tank containing for example a hydrogen per-
oxide decontaminating liquid. In order to avoid the ink to
be dissolved, expensive trap printing systems are used,
thus further increasing the production costs of the pouch.
[0019] The presentinvention provides a pouch, partic-
ularly for liquid or granular products, which is suitable for
increasing the gas-barrier effect at the sealed edges
thereof, meanwhile making it possible to reduce the ma-
terial thickness and, consequently, the manufacturing
and shipment costs of the pouch. In addition the present
pouch can be easily printed avoiding any problem of ink
discoloration.

[0020] The present invention, in a first aspect thereof,
relates to a pouch comprising:- an inner pouch compris-
ing a bottom surface and opposite side walls extending
upwardly from the bottom surface, said opposite side
walls being associated to each other along at least one
peripheral edge thereof, thereby delimiting a product-fill-
ing area; characterized in that the pouch comprises a
pair of outer films, each overlying a respective one of
said opposite side walls of the inner pouch, said outer
films being associated to each other through a first seal
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at said at least one peripheral edge of the inner pouch;
and in that the outer films are further associated to each
other through a second seal spaced apart from the first
seal with respect to the product-filling area, thereby de-
limiting between said first seal and second seal at least
one inflatable chamber filled with an inert gas.

[0021] TheApplicanthas surprisingly found that, owing
to the provision of the inflatable chamber/s filled with an
inert gas formed by the outer films, the pouch of the
present invention has enhanced properties in terms of
gas-barrier at the sealed edges thereof,

[0022] with respect to the conventional pouches. This
advantageously allows the use of thinner and cheaper
materials for the inner pouch as well as for the outer films,
thus reducing the manufacturing and shipment costs of
the pouch.

[0023] Throughout the following description and the
annexed claims, by "associated" and "associating" a di-
rectassociation between the outer films or an association
between the outer films with the interposition of the as-
sociated side walls of the inner pouch is meant.

[0024] Throughout the following description and the
annexed claims, by "gas-barrier" is meant the capability
to limit to a certain extent the passage of contaminant
agent. With specific reference to oxygen, the desired gas-
barrier properties are achieved by a layer, seal or struc-
ture when the OTR (Oxygen Transmission Rate) evalu-
ated at 23°C and 0% R.H. according to ASTM D-3985 is
lower than 500 cm3/m2-day-atm, preferably lower than
100 cm3/m2-day-atm, more preferably lower that 50
cm3/m2-day-atm.

[0025] In a preferred embodiment, at the second seal,
the outer films are directly associated, one inflatable
chamber being defined between the outer films.

[0026] In a further preferred embodiment, at the sec-
ond seal, the outer films are sealed at the at least one
peripheral edge of the inner pouch, one inflatable cham-
ber being defined between each outer film and the at
least one peripheral edge.

[0027] Preferably, each of the outer fiim is sealed
around the perimeter of arespective side wall of the inner
pouch. This advantageously ensures a better matching
between the inner pouch and the outer walls.

[0028] Preferably, the inert gas filling the at least one
inflatable chamber is nitrogen. This advantageously in-
creases the gas-barrier properties of the pouch. Howev-
er, different inert gases can be used.

[0029] In a preferred embodiment, the inner pouch is
made of a flexible plastic material, such as polyethylene.
[0030] Preferably, the inner pouch is made of a mate-
rial with gas-barrier properties, such as a mono or mul-
tilayer film or laminate comprising one or more layers of
gas-barrier resins, such as polypropylene, ethylvinyl al-
cohol, polyvinylidenchloride, optionally including one or
more layers of non plastic material, such as aluminium
or polyethylene with Deposited Silicon Oxide (PET-Si-
Ox). This additional material advantageously further in-
creases the gas-barrier properties of the pouch, particu-
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larly in the event of an aseptic pouch.

[0031] In a preferred embodiment, the outer films are
made of a flexible plastic material, such as polyethylene.
[0032] Preferably, the outer films are made of a mate-
rial with gas-barrier properties, such as a mono or mul-
tilayer film or laminate comprising one or more layers of
gas-barrier resins, such as polypropylene or others, op-
tionally including one or more layers of non plastic ma-
terial, such as aluminium or polyethylene with Deposited
Silicon Oxide (PET-SiOx). This additional material ad-
vantageously furtherincreases the gas-barrier properties
of the pouch, particularly in the event of an aseptic pouch.
[0033] Preferably, at least one outer film has a printed
surface. The outer printed film needs not to undergo any
decontamination process but is applied externally to the
aseptic inner pouch. This advantageously allows to have
a printed pouch and avoids expensive trap printing sys-
tems to be used when the pouch is produced in aseptic
or ultra clean filling systems, thus reducing the pouch
production costs.

[0034] In a second aspect thereof, the present inven-
tion relates to a method of manufacturing a pouch com-
prising:

- providing an inner pouch, comprising a bottom sur-
face and opposite side walls extending upwardly
from the bottom surface, the opposite side walls be-
ing associated to each other along at least one pe-
ripheral edge thereof, thereby delimiting a product-
filling area;

- feeding a pair of outer films, each of said outer films
overlying a respective side wall of the inner pouch;

- associating the outer films to each other through a
first seal at said at least one peripheral edge of the
inner pouch;

- associating the outer films to each other through a
second seal spaced apart from said first seal with
respect to the product-filling area, thereby delimiting
between said first seal and second seal at least one
inflatable chamber ;

- inflating the at least one inflatable chamber with an
inert gas; and

- sealing said at least one inflated chamber (34).

[0035] In a preferred embodiment of the method, as-
sociating the outer films through a second seal comprises
directly associating the outer film, one inflatable chamber
being defined between the outer films.

[0036] In a further preferred embodiment of the meth-
od, associating the outer films through a second seal
comprises sealing the outer films to said at least one
peripheral edge of the inner pouch, one inflatable cham-
ber being defined between each outer film and said at
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least one peripheral edge.

[0037] Inapreferred embodiment of the method, a plu-
rality of inner pouches are provided, said plurality of inner
pouches being aligned along a feeding direction, before
feeding said pair of outer films.

[0038] Preferably, said plurality of inner pouches (20)
are connected to each other at the peripheral edge.
[0039] Preferably, associating the outer films to the in-
ner pouch comprises sealing each outer films around the
perimeter of a respective side wall of the inner pouch.
This advantageously ensures a better matching between
the inner pouch and the outer walls.

[0040] Preferably, associating the outer films to each
other through a second seal comprises associating the
outer film through a weakening line (L). This advanta-
geously allows a desired number of pouches to be
grouped without providing expensive cardboard boxes.
Moreover, owing to the connection weakening lines, the
grouped pouches can be easily separated by an user.
[0041] In a third aspect, thereof, the present invention
relates to a set of pouches, each pouch being of the type
discussed above, wherein at the outer films said pouches
are associated to each other through respective weak-
ening lines.

[0042] Further characteristics and advantages of the
presentinvention shall become clearer from the following
detailed description of preferred embodiments thereof,
made with reference to the attached drawings and given
forindicating and notlimiting purposes. In such drawings:

- figure 1 schematically shows a perspective view of
a pouch according to the present invention;

- figure 2 is a partially exploded perspective view of a
first embodiment of the pouch of figure 1;

- figure 3 is a cross-sectional view, taken along the
line llI-III of figure 1, showing a first embodiment of
the pouch of the invention;

- figure 4 is a cross-sectional view similar to that of
figure 3, showing a further embodiment of the pouch
of the invention;

- figure 5 is a perspective view of a group of three
pouches of the invention, which are connected to
each other along weakening lines enabling an easier
separation by the user;

- figure 6 schematically shows a perspective view of
a machine suitable for manufacturing a plurality of
pouches of figure 1; and

- figures 7 to 9 show a method of manufacturing the
pouch according to the invention.

[0043] With reference to figures 1 and 2, a pouch in
accordance with the present invention is shown. Such a
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pouch is globally indicated with 10 and comprises an in-
ner pouch 20 suitable for being filled with a product to be
packaged, for example a liquid or granular food product.
[0044] As better shown in figure 2, the inner pouch 20
comprises a bottom surface 22 and opposite side walls
24, which extend upwardly from the bottom surface 22.
The opposite side walls 24 are associated to each other
at selected overlying peripheral edges thereof 24a, 24b,
24c, thereby delimiting with the bottom surface 22 an
area A suitable for being filled with the product to be pack-
aged. Preferably, the opposite side walls 24 of the inner
pouch 20 are heat sealed along two opposite longitudinal
peripheral edges 24a, 24b and along a top transversal
peripheral edge 24c.

[0045] Preferably, the inner pouch 20 is provided, at
the upper portion thereof, with a closure spout 26.
[0046] Preferably, theinner pouch 20 is made of a flex-
ible plastic material, such as polyethylene, preferably
having a thickness of about 20 microns or less. More
preferably, the inner pouch 20 is made of a material hav-
ing gas-barrier properties, for example a laminate com-
prising one or more layers of gas-barrier resins, such as
polypropylene, optionally including one or more layers of
non plastic material, such as aluminium or polyethylene
with Deposited Silicon Oxide (PET-SiOx).

[0047] The pouch 10 further comprises a pair of outer
films 30, each overlying a respective one of the opposite
side walls 24 of the inner pouch 20.

[0048] The outer films 30 are preferably rectangular,
with the size of the outer films 30 being selected accord-
ing to the size of the inner pouch 20, and have an inner
surface 30a, which in use faces a respective side wall 24
of the inner pouch 20, and an outer surface 30b, opposite
to the inner surface 31. Preferably, at least one of the
outer films 30 has a printed surface, more preferably the
outer surface 30b thereof.

[0049] The outerfilms 30 are also made of flexible plas-
tic material, such as polyethylene. Preferably, the outer
films 30 are also made of a material having barrier to
oxygen properties, for example a laminate comprising
one or more layers of gas-barrier resins, such as poly-
propylene, optionally including one or more layers of non
plastic material, such as aluminium or polyethylene with
Deposited Silicon Oxide (PET-SiOx).

[0050] With reference to figures 1 and 3, a pouch 10
according a first embodiment of the present invention is
shown. In this pouch 10, the outer films 30 are associated
to each other through first seals 21, 23 provided at a
respective longitudinal peripheral edge 24a, 24b of the
inner pouch 20. Moreover, the outer films 30 are directly
associated to each other through second seals 31, 33,
each substantially parallel to and spaced apart from a
respettive first seal 21, 23 with respect to the product-
filling area A. An inflatable chamber 34 is thus delimited
between the first seal 21, 23 and the second seal 31, 33.
In particular, one inflatable chamber 34 is defined be-
tween the outer films 30, which is filled with an inert gas,
preferably Nitrogen.
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[0051] With reference to figures 1 and 4, a pouch 10’
according a further embodiment of the present invention
is shown. In this pouch 10’ the outer films 30 are also
associated to each other through first seals 21, 23 pro-
vided at a respective longitudinal peripheral edge 24a,
24b of the inner pouch 20. Moreover, the outer films 30
are sealed at the peripheral longitudinal edges 24a, 24b
oftheinner pouch 20 through second seals 31°, 33’, which
are substantially parallel and spaced apart from the cor-
responding first seals 21, 23. The longitudinal peripheral
edges 24a, 24b form thus a partition wall between the
outer films 30. One inflatable chamber 34’ is so delimited
between the first seal 21, 23 and the second seal 31’,
33’. In particular, one inflatable chamber 34’ is defined
between each outer film 30 and the longitudinal periph-
eral edges 24a, 24b. The inflatable chambers 34’ are
filled with an inert gas, preferably Nitrogen.

[0052] With reference to figure 5, an assembly of a
plurality of pouches 10, 10’, preferably three pouches 10,
10’, is illustrated. The pouches 10, 10’ are associated
through the outer films 30 and weakening lines L are
provided between adjacent pouches at the second seals
associating the outer films to each other. Each weaken-
ing line L is preferably made of a serrated seal, which
advantageously enable easier separation of the pouches
by the user.

[0053] With reference to figure 6 to 9, it is now de-
scribed a method of manufacturing a pouch according to
the present invention.

[0054] Firstly, there is provided a plurality of inner
pouches 20. Each inner pouch 20 of the plurality of inner
pouches 20 is obtained by using any suitable manufac-
turing method known in the art, as for example the one
disclosed in EP 2055 638.

[0055] In the event of an aseptic or ultra clean pouch
10, a step of decontaminating each of the inner pouches
20 with a substance which is chemically active as a de-
contaminating agent is carried out, thus obtaining a plu-
rality of aseptic or ultra clean inner pouches 20. For in-
stance, the decontaminating agent may be a hydrogen
peroxide bath.

[0056] The inner pouches 20 optionally decontaminat-
ed are then aligned thereby resulting equally spaced from
one another along a feeding direction D. The aligned in-
ner pouches 20 are supported, at the bottom surface 22
thereof, by a conveyor belt or, alternatively suspended
by gripping means, gripping a respective inner pounch
20, for example at its closure spout 26. In the event of
the manufacturing of a single pouch 10, the alignment is
not provided.

[0057] Subsequently, the outer films 30 are provided,
each fed by a respective supply roll 2 along the feeding
direction D, with the inner pouch 20 first coming along
the feeding direction D being arranged between the outer
films 30. Preferably, each outer film 30 is made to adhere
to a respective side wall 24 of the inner pouch 20, for
example by means of a respective deviation roller 4 suit-
ably provided at each side of the inner pouches 20.
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[0058] Subsequently, the outer films 30 are associat-
ed, for example heat-sealed, along the perimeter of the
respective side wall 24. To this end, a pair of sealing
frames 5 are provided, each comprising a bottom sealing
plate 5a, an upper sealing plate 5b and a pair of side
sealing plates 5¢ and 5d, which connect the bottom and
upper sealing plates 5a and 5b.

[0059] Inthe eventthe inner pouch 20 is provided with
a closure spout 26, the upper sealing plate 5b of each
sealing frame 5 is provided with a respective recess 5e,
preferably a semicircular recess. The recesses 5e are
suitable for embracing the closure spout 26 when the
sealing frames 5 are pressed against the respective side
wall 24 of the inner pouch 20, as shown in greater detail
in figure 5.

[0060] Due to this association, the outer films 30 are
associated to each other through first seals 21, 23 at
longitudinal peripheral edges 24a, 24b of the inner pouch.
[0061] Atthe same time, the outer films 30 are further
directly associated to each other through a second seal
33 spaced apart from a respective first seal 23 with re-
spect to the product-filling area A. To this end a pair of
sealing plates 6 are provided, preferably integral with a
respective sealing frame 5. An inflatable chamber 34 is
therefore delimited between the outer films 30 at a lon-
gitudinal peripheral edge 24b of the inner pouch 20.Pref-
erably, the inner pouches 20 are provided connected one
to the other at the longitudinal peripheral edges 24a, 24b.
In this case, the outer films 30 are further associated to
each other through a second seal 33’, connecting the
outer films 30 to a respective longitudinal edge 24a of
the inner pouch. Inflatable chambers 34’ are therefore
delimited between each outer film 30 and the longitudinal
peripheral edge 24a.

[0062] Preferably, the outer films 30 are associated to
each other at the second seal 31, 33, 31’, 33’ through
respective weakening lines L (see figure 5), thereby al-
lowing an easier separation of the pouches by the user
through hand pulling. This is preferably obtained by pro-
viding the seals 33 as a serrated seal.

[0063] Ifthe inner pouches 20 are provided connected
one to the other at the longitudinal peripheral edges 24a,
24b, when the outer films are associated to each other
at the second seal 31’, 33, the longitudinal peripheral
edges 24a, 24b are locally perforated such as to allow
an easier separation of the pouches by the user through
hand pulling.

[0064] The obtained second seal 33, 33’ for the cur-
rently processed inner pouch 20 corresponds to the sec-
ond seal 31, 31’ of the following inner pouch 20.

[0065] The inner pouches are then moved along the
feeding direction D by a pitch whose length is equal to
the length of the pouch 10 to be manufactured and the
process discussed above is iteratively repeated for each
subsequent inner pouch 20 of said plurality of inner
pouches 20.

[0066] As shown in greater detail in figures 8 and 9,
the inflatable chambers 34, 34’ thus formed are then filled
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with an inert gas, preferably Nitrogen, by using a suitable
filing means, for example a filling tube 8, and subse-
quently sealed on the upper portion thereof through a
respective upper seal 35.

[0067] Of course, a man skilled in the art can bring
numerous modifications and variants to the pouch and
to the related manufacturing method described above,
in order to satisfy specific and contingent requirements,
all of which are however covered by the scope of protec-
tion of the present invention as defined by the following
claims.

[0068] For example, the material of the walls of the
inner pouch 20 and of the outer films 30 can be a non
gas-barrier material, the gas-barrier effect at the sealed
edges being anyway provided by the chamber 34 inflated
with the inert gas.

Claims
1. A pouch (10; 10’) comprising:

- an inner pouch (20) comprising a bottom sur-
face (22) and opposite side walls (24) extending
upwardly from the bottom surface (22), said op-
posite side walls (24) being associated to each
other along at least one peripheral edge (24a,
24b, 24c) thereof, thereby delimiting a product-
filling area (A);

characterized in that the pouch comprises a pair
of outer films (30), each overlying a respective one
of said opposite side walls (24) of the inner pouch
(10), said outer films (30) being associated to each
other through a first seal (21, 23) at said at least one
peripheral edge of the inner pouch (20);

and in that the outer films (30) are further associated
to each other through a second seal (31, 33; 317, 33’)
spaced apart from the first seal (21, 23) with respect
to the product-filling area (A), thereby delimiting be-
tween said first seal (21, 23) and second seal (31,
33;31’, 33’) atleast one inflatable chamber (34, 34°),
said chamber being filled with an inert gas.

2. A pouch (10; 10’) according to claim 1, wherein at
said second seal (31, 33) the outer films (30) are
directly associated to each other, one inflatable
chamber (34) being defined between the outer films
(30); or wherein at said second seal (31’, 33’), the
outer films (30) are sealed at said at least one pe-
ripheral edge (24a, 24b) of the inner pouch (20), one
inflatable chamber (34’) being defined between each
outer film (30) and said at least one peripheral edge
(24a, 24b).

3. Apouch (10; 10’) according to claim 1 or 2, wherein
the opposite side walls (24) are associated to each
other at selected overlying peripheral edges thereof
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10.

(24a, 24b, 24c), further wherein the opposite side
walls (24) of the inner pouch (20) are heat sealed
along two opposite longitudinal peripheral edges
(24a, 24b) and along a top transversal peripheral
edge (24c).

A pouch (10; 10’) according to claim 1 or 2, wherein
the outer films (30) are associated to each other
through first seals (21, 23) provided at a respective
longitudinal peripheral edge (24a, 24b) of the inner
pouch (20).

A pouch (10; 10’) according to any claims 1 to 4,
wherein each of said outer films (30) is sealed around
the perimeter of a respective side wall (24) of the
inner pouch (20).

A pouch (10; 10’) according to any one of the pre-
ceding claims, wherein said inert gas filling said at
least one inflatable chamber (34; 34’) is Nitrogen.

A pouch (10; 10’) according to any one of the pre-
ceding claims, wherein the inner pouch (20) or the
outer films (30) or both are made of a flexible plastic
material; and wherein the inner pouch (20) or the
outer films (30) or both are made of a material with
gas-barrier properties.

A pouch (10; 10’) according to claim 7, wherein the
material with barrier to oxygen properties is a lami-
nate comprising one or more layers of a gas-barrier
resin, optionally including one or more layers of non-
plastic material.

A pouch (10; 10’) according to any one of the pre-
ceding claims, wherein at least one outer film (30)
has a printed surface.

A method of manufacturing a pouch (10; 10°) accord-
ing to any one of the preceding claims, comprising:

- providing an inner pouch (20), comprising a
bottom surface (22) and opposite side walls (24)
extending upwardly from the bottom surface
(22), the opposite side walls (24) being associ-
ated to each other along at least one peripheral
edge (24a, 24b, 24c) thereof, thereby delimiting
a product-filling area (A);

- feeding a pair of outer films (30), each of said
outer films (30) overlying a respective side wall
(24) of the inner pouch (20);

- associating the outer films (30) to each other
through a first seal (21, 23) at said at least one
peripheral edge (24a, 24b) of the inner pouch
(20);

- associating the outer films (30) to each other
through a second seal (31, 33; 31’, 33’) spaced
apart from said first seal (21, 23) with respect to
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the product-filling area (A), thereby delimiting
between said first seal (21, 23) and second seal
(31, 33; 31°, 33’) at least one inflatable chamber
(34; 34);

-inflating the atleast one inflatable chamber (34;
34’) with an inert gas; and

- sealing said at least one inflated chamber (34;
34).

Method according to claim 10, wherein associating
the outer films (30) to each other through a second
seal (31, 33) comprises directly associating the outer
films to each other, one inflatable chamber (34) being
defined between the outer films (30); or wherein as-
sociating the outer films (30) to each other through
a second seal (31, 33’) comprises sealing the outer
films (30) to said at least one peripheral edge (24a,
24b) of the inner pouch (20), one inflatable chamber
(34’) being defined between each outer film (30) and
said at least one peripheral edge (24a, 24b).

A method according to any one of claims 10 to 11,
wherein a plurality of inner pouches (20) are provid-
ed, said plurality of inner pouches (20) being aligned
along a feeding direction (D), before feeding said
pair of outer films (30).

A method according to claim 12, wherein the outer
films (30) are each fed by a respective supply roll (2)
along the feeding direction (D), with the inner pouch
(20) first coming along the feeding direction (D) being
arranged between the outer films (30), preferably
wherein each outer film (30) is made to adhere to a
respective side wall (24) of the inner pouch (20) by
means of a respective deviation roller (4) provided
at each side of the inner pouches (20), and
wherein, subsequently, the outer films (30) are heat-
sealed along the perimeter of the respective side wall
(24) by a pair of sealing frames (5), each comprising
a bottom sealing plate (5a), an upper sealing plate
(5b) and a pair of side sealing plates (5¢ and 5d),
which connect the bottom and upper sealing plates
(5a and 5b).

A method according to claim 12 or 13, wherein said
plurality of inner pouches (20) are connected to each
other at the peripheral edges (24a, 24b).

A method according to any one of claims 12 or 13
or 14, wherein associating the outer films to each
other through a second seal (31, 33; 31’, 33’) com-
prises associating the outer films (30) through a
weakening line (L).

A set of pouches (10; 10°), wherein each pouch (10;
10’) is a pouch (10; 10’) according to any of claims
1to 11, wherein the outer films (30) of said pouches
(10; 10’) are associated to each other through re-
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spective weakening lines (L).

Patentanspriiche

1.

Beutel (10; 10’), bestehend aus:

- einem inneren Beutel (20) mit einer Bodenfla-
che (22) und einander gegentiberliegenden Sei-
tenwanden (24), die von der Bodenflache (22)
nach oben verlaufen, wobei die genannten ein-
ander gegeniber liegenden Seitenwande (24)
an mindestens einer von dessen AulRenkanten
(24a, 24b, 24c) miteinander verbunden sind und
somit einen Produkffiillbereich (A) eingrenzen;

dadurch gekennzeichnet, dass der Beutel ein
Paar auRere Folien (30) umfasst, die jeweils Uber
einer entsprechenden der genannten Seitenwande
(24) des inneren Beutels (10) liegen, wobei die ge-
nannten auReren Folien (30) miteinander durch eine
erste Siegelnaht (21, 23) an der genannten mindes-
tens einen AulRenkante des inneren Beutels (20) ver-
bunden sind;

und dass die dufReren Folien (30) weiterhin mitein-
ander durch eine zweite Siegelnaht (31, 33; 31’, 33’)
miteinander verbunden sind, die in einem Abstand
von der ersten Siegelnaht (21, 23) bezogen auf den
Produktflllbereich (A) angeordnet ist, so dass zwi-
schen der genannten ersten Siegelnaht (21, 23) und
der zweiten Siegelnaht (31, 33; 31°, 33’) mindestens
eine aufblasbare Kammer (34, 34’) eingegrenzt wird,
die mit einem inerten Gas geflllt ist.

Beutel (10; 10’) nach Anspruch 1, wobei an der ge-
nannten zweiten Siegelnaht (31, 33) die duBeren Fo-
lien (30) direkt miteinander verbunden sind, wobei
eine aufblasbare Kammer (34) zwischen den aule-
ren Folien (30) definiert wird; oder wobei bei der ge-
nannten zweiten Siegelnaht (31’, 33’) die auReren
Folien (30) mit der genannten mindestens einen Au-
Renkante (24a, 24b) des inneren Beutels (20) gesie-
gelt sind, wobei zwischen jeder der aulleren Folien
(30) und der genannten mindestens einen AuRen-
kante (24a, 24b) eine aufblasbare Kammer (34’) de-
finiert wird.

Beutel (10; 10’) nach Anspruch 1 oder 2, wobei die
einander gegeniiberliegenden Seitenwande (24) an
ausgewahlten dariber liegenden Au3enkanten des
Beutels (24a, 24b, 24c) miteinander verbunden sind,
wobei ferner die einander gegentber liegenden Sei-
tenwéande (24) desinneren Beutels (20) entlang zwei
einander gegeniber liegenden langs verlaufenden
AuBenkanten (24a, 24b) und entlang einer oberen
quer verlaufenden Auflenkante (24c) thermisch ge-
siegelt sind.
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Beutel (10; 10’) nach Anspruch 1 oder 2, wobei die
aulleren Folien (30) miteinander durch erste Siegel-
nahte (21, 23) verbunden sind, die jeweils an einer
langs verlaufenden Aullenkante (24a, 24b) des in-
neren Beutels (20) bereitgestellt sind.

Beutel (10; 10’) nach einem der Anspriiche 1 bis 4,
wobei jede der genannten aueren Folien (30) um
den Umfang einer entsprechenden Seitenwand (24)
des inneren Beutels (20) gesiegelt ist.

Beutel (10; 10’) nach einem der vorstehenden An-
spriiche, wobei es sich bei der genannten Fllung
mit dem genannten inertem Gas bei zumindest einer
aufblasbaren Kammer (34; 34’) um Stickstoff han-
delt.

Beutel (10; 10’) nach einem der vorstehenden An-
spriiche, wobei der innere Beutel (20) oder die au-
Reren Folien (30) oder beide aus elastischem Kunst-
stoffmaterial bestehen; und wobei der innere Beutel
(20) oder die auReren Folien (30) oder beide aus
Material mit Gasbarriereeigenschaften hergestellt
sind.

Beutel (10; 10’) nach Anspruch 7, wobei das Material
mit Sauerstoffbarriereeigenschaften ein Laminat ist,
das aus einer oder mehreren Schichten eines Gas-
barriereharzes besteht, das optional eine oder meh-
rere Schichten eines "Nicht-Kunststoffmaterials"
umfasst.

Beutel (10; 10’) nach einem der vorstehenden An-
spriiche, wobei mindestens eine dulere Folie (30)
eine bedruckte Oberflache aufweist.

Verfahren zur Herstellung von Beutel (10; 10°) nach
einem der vorstehenden Anspriiche, umfassend:

- Bereitstellung eines inneren Beutel (20) um-
fassend eine Bodenflache (22) und einander ge-
geniberliegenden Seitenwande (24), die von
der Bodenflache (22) nach oben verlaufen, wo-
bei die einander gegenuber liegenden Seiten-
wande (24) an mindestens einer ihrer AulRen-
kanten (24a, 24b, 24c) miteinander verbunden
sind und somit einen Produkftfillbereich (A) ein-
grenzen;

- Zuflhrung eines Paars aulRerer Folien (30),
wobei jede der genannten duf3eren Folien (30)
Uber einer entsprechenden Seitenwand (24)
des inneren Beutels (20) liegt;

- Verbindung der duReren Folien (30) miteinan-
der durch eine erste Siegelnaht (21, 23) an der
genannten mindestens einen Aul3enkante (24a,
24b) des inneren Beutels (20);

- Verbindung der duReren Folien (30) miteinan-
der durch eine zweite Siegelnaht (31, 33; 31,
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1.

12.

13.

14.

33’), die in einem Abstand von der genannten
ersten Siegelnaht (21, 23) bezogen auf den Pro-
duktflllbereich (A) angeordnet ist, so dass zwi-
schen der genannten ersten Siegelnaht (21, 23)
und der zweiten Siegelnaht (31, 33; 31’, 33’)
mindestens eine aufblasbare Kammer (34, 34’)
eingegrenzt wird;

- Aufblasen der mindestens einen aufblasbaren
Kammer (34; 34’) mit einem inerten Gas; und
- Siegeln der mindestens einen aufblasbaren
Kammer (34; 34’).

Verfahren nach Anspruch 10, wobei die Verbindung
der dulleren Folien (30) miteinander durch eine
zweite Siegelnaht (31, 33) das Verbinden der aulle-
ren Folien direkt miteinander umfasst, wobei eine
aufblasbare Kammer (34) zwischen den duleren
Folien (30) definiert wird; oder wobei das Verbinden
der dufleren Folien (30) miteinander durch eine
zweite Siegelnaht (31’, 33’) das Siegeln der dulReren
Folien (30) mit der genannten mindestens einen Au-
Renkante (24a, 24b) des inneren Beutels (20) um-
fasst, wobei zwischen jeder der auReren Folien (30)
und der genannten mindestens einen Aul3enkante
(24a, 24b) eine aufblasbare Kammer (34’) definiert
wird.

Verfahren laut einem der Anspriiche 10 bis 11, wobei
zahlreiche innere Beutel (20) bereitgestellt werden,
wobei die genannten zahlreichen inneren Beutel
(20) entlang einer Zuflihrrichtung (D) in Reihe ange-
ordnet werden, bevor das genannte Paar dul3erer
Folien (30) zugefiihrt wird.

Verfahren nach Anspruch 12, wobeidie duf3eren Fo-
lien (30) jeweils von einer entsprechenden Zufiihr-
rolle (2) entlang der Zufihrrichtung (D) zugefiihrt
werden, wobei der innere Beutel (20), der zuerst in
Zufuhrrichtung (D) vorbeigefiihrt wird, zwischen den
aulleren Folien (30) angeordnet ist, wobei vorzugs-
weise die jeweils duBere Folie (30) mittels entspre-
chender Ablenkrollen (4), die an beiden Seiten des
inneren Beutels (20) angebracht sind, an einer ent-
sprechenden Seitenwand (24) des inneren Beutels
(20) zur Haftung gebracht wird, und

wobei anschlieRend die dulReren Folien (30) entlang
der Umfangslange der entsprechenden Seitenwand
(24) durch ein Paar Siegelrahmen (5) thermisch ge-
siegelt werden, die jeweils eine untere Siegelplatte
(5a), eine obere Siegelplatte (5b) und ein Paar seit-
liche Siegelplatten (5¢ und 5d) umfassen, die die un-
tere und die obere Siegelplatte (5a und 5b) mitein-
ander verbinden.

Verfahren nach Anspruch 12 oder 13, wobei die ge-
nannte Vielzahl von inneren Beuteln (20) an den Au-
Renkanten (24a, 24b) miteinander verbunden sind.
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Verfahren nach einem der Anspriiche 12 oder 13
oder 14, wobei das Verbinden der auf3eren Folien
miteinander durch eine zweite Siegelnaht (31, 33;
31", 33’) das Verbinden der &uferen Folien (30)
durch eine schwachende Linie (L) umfasst.

Ein Satz Beutel (10; 10’), wobei es sich bei jedem
Beutel (10; 10’) um einen Beutel (10; 10’) nach An-
spruch 1 bis 11 handelt, wobei die dulieren Folien
(30) der genannten Beutel (10; 10’) miteinander
durch entsprechende schwéachende Linien (L) ver-
bunden sind.

Revendications

1.

Pochette (10 ; 10’) comprenant :

- une pochette intérieure (20) comprenant une
surface inférieure (22) et des parois latérales
opposeées (24) s’étendant vers le haut a partir
de la surface inférieure (22), lesdites parois la-
térales opposées (24) étant associées les unes
aux autres le long d’au moins un bord périphé-
rique (24a, 24b, 24c) de celles-ci, délimitant ain-
si une zone de remplissage de produit (A) ;

caractérisée en ce que la pochette comprend une
paire de films extérieurs (30) recouvrant chacun
I'une respective desdites parois latérales opposées
(24) de la pochette intérieure (10), lesdits films ex-
térieurs (30) étant associés les uns aux autres par
un premier joint d’étanchéité (21, 23) sur ledit au
moins un bord périphérique de la pochette intérieure
(20) ;

et en ce que les films extérieurs (30) sont en outre
associés les uns aux autres par un deuxieéme joint
d’étanchéité (31, 33 ; 31’, 33’) espacé du premier
joint d’étanchéité (21, 23) par rapport a la zone de
remplissage de produit (A), délimitant ainsi au moins
une chambre gonflable (34, 34’) entre ledit premier
joint d’étanchéité (21, 23) et ledit deuxieme joint
d’étanchéité (31, 33 ; 31’, 33’), ladite chambre étant
remplie de gaz inerte.

Pochette (10; 10’) selon la revendication 1, dans
laquelle, au niveau dudit deuxieme joint d’étanchéité
(31, 33), les films extérieurs (30) sont directement
associés les uns aux autres, une chambre gonflable
(34) étant définie entre les films extérieurs (30) ; ou
dans laquelle, au niveau du deuxiéme joint d’étan-
chéité (31’, 33’), les films extérieurs (30) sont scellés
au niveau dudit au moins un bord périphérique (24a,
24b) de la pochette intérieure (20), une chambre
gonflable (34°) étant définie entre chaque film exté-
rieur (30) etleditau moins un bord périphérique (24a,
24b).
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10.

Pochette (10 ; 10’) selon la revendication 1 ou 2,
dans laquelle les parois latérales opposées (24) sont
associées les unes aux autres par des bords péri-
phériques superposés sélectionnés (24a, 24b, 24c)
de celles-ci, et dans laquelle les parois latérales op-
posées (24) de la pochette intérieure (20) sont ther-
mo-scellées le long de deux bords périphériques
(244a, 24b) longitudinaux opposés etle long d’'un bord
périphérique transversal supérieur (24c).

Pochette (10 ; 10’) selon la revendication 1 ou 2,
dans laquelle les films extérieurs (30) sont associés
les uns aux autres par des premiers joint d’étanchéi-
tés (21, 23) prévus sur un bord périphérique longi-
tudinal (24a, 24b) respectif de la pochette intérieure
(20).

Pochette (10 ; 10’) selon I'une quelconque des re-
vendications 1 a 4, dans laquelle chacun desdits
films extérieurs (30) est scellé autour d’'un périmétre
d’'une paroi latérale respective (24) de la pochette
intérieure (20).

Pochette (10; 10’) selon I'une quelconque des re-
vendications précédentes, dans laquelle ledit gaz
inerte remplissant ladite au moins une chambre gon-
flable (34 ; 34) est du nitrogéne.

Pochette (10; 10’) selon I'une quelconque des re-
vendications précédentes, dans laquelle la pochette
intérieure (20) ou les films extérieurs (30) ou les deux
sont constitués d’'une matiére plastique souple ; et
dans laquelle la pochette intérieure (20) ou les films
extérieurs (30) ou les deux sont constitués d’'un ma-
tériau avec des propriétés de barriére aux gaz.

Pochette (10 ; 10’) selon la revendication 7, dans
laquelle le matériau avec des propriétés de barriére
a 'oxygéne est un stratifié comprenant une ou plu-
sieurs couches de résine a effet de barriere aux gaz,
comprenant facultativement une ou plusieurs cou-
ches de matiére non-plastique.

Pochette (10; 10’) selon I'une quelconque des re-
vendications précédentes, dans laquelle au moins
unfilm extérieur (30) présente une surface imprimée.

Procédé pour la fabrication d’'une pochette (10 ; 10)
selon l'une quelconque des revendications précé-
dentes, comprenant :

- la mise a disposition d’une pochette intérieure
(20), comprenant une surface inférieure (22) et
des parois latérales opposées (24) s’étendant
vers le haut a partir de la surface inférieure (22),
les parois latérales opposées (24) étant asso-
ciées les unes aux autres le long d’au moins un
bord périphérique (24a, 24b, 24c) de celles-ci,
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délimitant ainsi une zone de remplissage de pro-
duit (A) ;

- l'alimentation d’une paire de films extérieurs
(30), chacun desdits films extérieurs (30) recou-
vrant une paroi latérale respective (24) de la po-
chette intérieure (20) ;

- 'association des films extérieurs (30) les uns
aux autres par un premier joint d’étanchéité (21,
23) au niveau dudit au moins un bord périphé-
rique (24a, 24b) de la pochette intérieure (20) ;
- 'association des films extérieurs (30) les uns
aux autres par un deuxiéme joint d’étanchéité
(31, 33; 31, 33’) espacé dudit premier joint
d’étanchéité (21, 23) par rapport a la zone de
remplissage de produit (A), délimitant ainsi au
moins une chambre gonflable (34 ; 34’) entre
ledit premier joint d’étanchéité (21, 23) et ledit
deuxiéme joint d’étanchéité (31, 33 ; 31, 33’) ;
- le gonflage de I'au moins une chambre gonfla-
ble (34 ; 34’) avec un gaz inerte ; et

- le scellage de ladite au moins une chambre
gonflable (34 ; 34°).

Procédé selon la revendication 10, dans lequel I'as-
sociation des films extérieurs (30) les uns aux autres
par un deuxiéme joint d’étanchéité (31, 33) com-
prend I'association directe des films extérieurs les
uns aux autres, une chambre gonflable (34) étant
définie entre les films extérieurs (30) ; ou dans lequel
'association des films extérieurs (30) les uns aux
autres par un deuxieéme joint d’étanchéité (31’, 33’)
comprend le scellage des films extérieurs (30) sur
ledit au moins un bord périphérique (24a, 24b) de la
pochetteintérieure (20), une chambre gonflable (34’)
étant définie entre chaque film extérieur (30) et ledit
au moins un bord périphérique (24a, 24b).

Procédé selon I'une quelconque des revendications
10 a 11, dans lequel il est prévu une pluralité de
pochettes intérieures (20), ladite pluralité de pochet-
tes intérieures (20) étant alignée le long d’une direc-
tion d’alimentation (D) avant I'alimentation de ladite
paire de films extérieurs (30).

Procédé selon la revendication 12, dans lequel les
films extérieurs (30) sont alimentés chacun par un
cylindre d’alimentation (2) respectif le long de la di-
rection d’alimentation (D), ou la pochette intérieure
(20) venant en premier le long de la direction d’ali-
mentation (D) est agencée entre les films extérieurs
(30), dans lequel chaque film extérieur (30) est de
préférence congu pour adhérer a une paroi latérale
respective (24) de la pochette intérieure (20) au
moyen d’un cylindre de déviation respectif (4) prévu
de chaque c6té des pochettes intérieures (20), et

dans lequel, par conséquent, les films extérieurs (30)
sont thermo-scellés le long du périmétre de la paroi
latérale respective (24) par une paire de cadres
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d’étanchéité (5) comprenant chacun une plaque
d’étanchéité inférieure (5a), une plaque d’étanchéité
supérieure (5b) et une paire de plaques d’étanchéité
latérales (5c¢ et 5d) reliant les plaques d’étanchéité
inférieure et supérieure (5a et 5b).

Procédé selon larevendication 12 ou 13, dans lequel
ladite pluralité de pochettes intérieures (20) sont re-
liées les unes aux autres au niveau des bords péri-
phériques (24a, 24b).

Procédé selon 'une quelconque des revendications
12 ou 13 ou 14, dans lequel I'association des films
extérieurs les uns aux autres par un deuxiéme joint
d’étanchéité (31, 33 ; 31°, 33’) comprend 'associa-
tion des films extérieurs (30) par une ligne d’affai-
blissement (L).

Ensemble de pochettes (10 ; 10’), dans lequel cha-
que pochette (10 ; 10’) est une pochette (10 ; 10’)
selon I'une quelconque des revendications 1 a 11,
dans lequel les films extérieurs (30) desdites pochet-
tes (10 ; 10’) sont associés les uns aux autres par
des lignes d’affaiblissement respectives (L).



EP 2 631 195 B1

Wi e

Fig. 1

1"



EP 2 631 195 B1

[ [~

0}

12



stk

EP 2 631 195 B1

13




EP 2 631 195 B1

RN

HE™E

JElE

D e ey Y iy

e

¥4

01704

14



EP 2 631 195 B1

15



EP 2 631 195 B1

PaRY ¢
s 1Y i

Z:._am..‘,.._”__,_ S

P T B
Nz

g

26b -

16



EP 2 631 195 B1

17



EP 2 631 195 B1
REFERENCES CITED IN THE DESCRIPTION
This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European

patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description
e EP 1242293 A [0012] e US 4454945 A [0015]

* US 5588532 A [0013] » EP 2055638 A [0054]
* US 4872558 A [0014]

18



	bibliography
	description
	claims
	drawings
	cited references

