EP 2 829 478 A1

(19)

Europdisches
Patentamt

European

Patent Office

Office européen
des brevets

(12)

(43) Date of publication:
28.01.2015 Bulletin 2015/05

(21) Application number: 14382264.1

(22) Date of filing: 09.07.2014

(51)

(11) EP 2 829 478 A1

EUROPEAN PATENT APPLICATION

Int Cl.:
B65B 31/00 (2006-01)
B65B 9/20 (2012.01)

B65B 57/00 (2006.01)
B65B 9/213 (2012.01)

(84) Designated Contracting States:
AL AT BE BG CH CY CZDE DK EE ES FI FR GB
GRHRHUIEISITLILT LULV MC MK MT NL NO
PL PT RO RS SE SI SK SM TR
Designated Extension States:
BA ME

(30) Priority: 24.07.2013 ES 201331134

(71) Applicant: Ulma Packaging Technological Center,

S. Coop
20560 Oiati (Gipuzkoa) (ES)

(72)

(74)

Inventors:

Otxoa-Aizpurua Calvo, Alberto
20560 Onati (ES)

Mendizabal Altuna Gerardo
20560 Onati (ES)

Izquierdo Ereno, Eneko

20560 Onati (ES)

Representative: lgartua, Ismael
Galbaian S.Coop.

Polo de Innovacién Garaia
Goiru Kalea 1 - P.O. Box 213
20500 Arrasate-Mondragon (ES)

(54)

(67)  Method and machine for packaging products in
which an inner tube (1) and an outer tube (2) of different
diameters are generated, and the inner tube (1) is insert-
ed into the outer tube (2). In a first sealing operation, the
two tubes (1, 2) are attached to one another in a first
sealing area, a semi-packet (300) which is closed at one
end being obtained, the tubes (1, 2) are moved in a for-

ward movement direction (A) and a product is deposited

in the semi-packet (300). In a second sealing operation,
the two tubes (1, 2) are attached to one another in a
second sealing area and the two tubes (1, 2) are cut, a
packet being obtained. The second sealing operation for
generating a packet and the first sealing operation for
generating the next semi-packet (300) are one and the
same operation.
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Description
TECHNICAL FIELD

[0001] The present invention relates to methods and
machines for packaging products with two containers,
such that there is a safety gap between both containers
for damping and/or absorbing possible blows received
by the product, the product thus being protected.

PRIOR ART

[0002] Packets formed by a product, a first film wrap-
ping the product and a second film wrapping the product
which is already wrapped by the first film, such as doc-
ument GB526148A, for example, are known. Said doc-
ument discloses a machine generating packets formed
by a product (in liquid form in this case) wrapped by two
films or tubes, which makes the complete packet more
robust.

[0003] Machines of another type produce a packet
where a product is wrapped between the first film and
the second film between which there is a safety gap usu-
ally filled with gas. The safety gap filled with gas thus
serves for damping and/or absorbing possible blows re-
ceived by the product for the purpose of protecting the
product. Document EP0190776A1 for example discloses
a machine for manufacturing a packet of this type. The
machine comprises an upper tube, means for arranging
a film around the upper tube and generating an inner
tube of film, sealing means for transversely sealing the
inner tube, a lower tube receiving the inner tube of film,
means for arranging a film around the lower tube and
generating an outer tube of film and sealing means for
transversely sealing the inner tube of film and the outer
tube of film to one another. The products are wrapped
inside the inner tube of film, each between two trans-
versely sealed areas of the inner tube, and are then in-
troduced in the outer tube of film in a row (a plurality of
products in series). The two tubes of film are sealed to
one another and cut at the outlet of the lower tube, the
already generated packets being separated from one an-
other.

DISCLOSURE OF THE INVENTION

[0004] The object of the invention is to provide a meth-
od and a machine for packaging products between two
containers, as described below.

[0005] Afirstaspectoftheinventionrelatestoamethod
for packaging products. In the method, an inner tube of
a specific diameter is generated from a first film, an outer
tube with a specific diameter greater than the diameter
of the inner tube is generated from a second film, and
the inner tube is inserted into the outer tube.

[0006] In a first sealing operation, the two tubes are
transversely attached to one another in a first sealing
area of said tubes, a semi-packet which is closed at one

10

15

20

25

30

35

40

45

50

55

end being obtained, the generated tubes are moved in a
longitudinal forward movement direction, the inner tube
being inserted into the outer tube as both tubes are
moved in the forward movement direction, and at least
one product is deposited in the semi-packet inside the
inner tube. In a second sealing operation, the two tubes
are transversely attached to one another in a second
sealing area of said tubes away from the first sealing area
in the forward movement direction, and a cut is made on
the two tubes in the second sealing area, a packet being
obtained, the second sealing operation for generating a
packet and the first sealing operation for generating the
next semi-packet being one and the same operation.
[0007] Therefore, packets formed by a product
wrapped with two containers (the corresponding part of
the two tubes) which close around the product simulta-
neously, between which there is a safety gap due to the
difference in diameters of the outer tube with respect to
the inner tube, are obtained with the method of the in-
vention in a precise and simple manner.

[0008] Ifthe packets are generated by previously seal-
ing the inner tube to itself for closing a space where a
product housed in said inner tube is arranged, the prod-
ucts which have already been closed enter the outer tube
into a space demarcated by the inner tube and by way
of a row of packed products. This means that when a
product reaches a point where the final packet will be
generated, several products have already been closed
within a space demarcated by the inner tube (each forms
an inner packet), so there is an error in the size or length
of the inner tube which corresponds to each product. Said
error can cause the product to be trapped when the outer
tube is sealed by the jaws, for example, if the inner pack-
ets of the row accumulate a negative error because they
are smaller than expected, or if they accumulate a pos-
itive error because said inner packets are larger than
established, and the inner packet can be released from
the outer tube covering it, the protective function and the
aesthetics of the final packet being lost. The nature of
this error lies in the fact that the film slides while moving
forward, soitis difficult to predict and eliminate, such that
the final packets thus made comprise more excess film
because a margin must be introduced both in the inner
packet and in the part of the outer tube covering it, re-
sulting in an oversized final packet, since if the error is
not absorbed, there is a risk of the product breaking or
deteriorating when trying to generate the packet, such
breaking or deteriorating possibly involving the need to
dispose of not only that product but also the entire row
of products generated up until then. The method of the
invention prevents the accumulation of errors between
the sizes of the inner tube with respect to the outer tube,
as mentioned. This is achieved because each packet is
generated without having to take into account other as-
pects that may have occurred previously, such as a prior
sealing like the one mentioned, for example.

[0009] A second aspect of the invention relates to a
machine for packaging products, comprising a first tool
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for generating an inner tube of a specific diameter from
afirstfilm, a second tool for generating an outer tube with
a specific diameter greater than the diameter of the inner
tube from a second film, and drive means with a first
actuator suitable for driving the inner tube in alongitudinal
forward movement direction and with a second actuator
suitable for driving the outer tube in the forward move-
ment direction, such that the inner tube is inserted into
the outer tube as the tubes move forward in the forward
movement direction.

[0010] The machine further comprises a sealing and
cutting station where the two tubes are transversely
sealed to one another in a sealing area where the inner
tube is inside the outer tube by means of jaws, a semi-
packet which is closed at one end and a packet which is
closed at both ends and comprising a product therein
being obtained, and where a cutis made on the two tubes
in the sealing area, the packet being separated from the
semi-packet, and deposition means for depositing or in-
troducing at least one product in the semi-packet, inside
the inner tube.

[0011] The machine comprises only a single set of
jaws. The advantages mentioned above for the first as-
pect of the invention (method) are achieved with the ma-
chine of the invention. Furthermore, a more cost-effective
machine is obtained since only one set of jaws is used
for sealing the resulting packet, for example, and itis also
more compact because the fact that a second set of jaws
is not required allows placing the tools used for generat-
ing the tubes closer to one another, which can be advan-
tageous wheninstalling the machine since itrequires less
space (particularly for a horizontal machine) and all the
elements of the machine can be more easily manipulated
(particularly for a vertical machine, where the machine
acquires less height since it is more compact), and facil-
itates changing film reels or maintenance tasks, for ex-
ample (particularly for a vertical machine as a result of
the reduced height).

[0012] In view of any incident affecting the product
(product being trapped, excess product in the packet,
etc.), machine repair and start-up is much easier: single
product wastes as mentioned above for the first aspect
of the invention, the amount of film of a single packet is
disposed of, and the start-up is as simple as forming the
two tubes again. In the state of the art, upon previously
closing the inner tube and forming the row of products,
since in that area the different packets are not separated
from one another (which are introduced by way of a row
in the outer tube), the products which have already been
wrapped by the inner tube of film and which at that time
are located between the area where said sealing of the
inner tube is performed and the area where the cut be-
tween wrappers are made would be disposed of together
with the product in which the error has occurred, some-
thing which does not happen with the machine of the
invention.

[0013] These and other advantages and features of
the invention will become evident in view of the drawings
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and the detailed description of the invention.
DESCRIPTION OF THE DRAWINGS
[0014]

Figure 1 a is a perspective view of a packet formed
by the method of the invention.

Figure 1b is a side view of the packet of Figure 1 a.

Figure 2 shows a schematic view of an embodiment
of a machine for packaging products according to
the invention.

DETAILED DISCLOSURE OF THE INVENTION

[0015] Afirstaspectoftheinventionrelatestoamethod
for packaging products whereby packets 200 with at least
one product P therein are obtained, such as that shown
by way of example in Figures 1 a and 1 b. A packet 200
is formed by a product P (in liquid or solid form) and two
containers 201 and 202 attached to one another covering
or wrapping the product. There is a safety gap 203 be-
tween both containers 201 and 202 for damping and/or
absorbing the possible blows that the packet 200 may
receive and thus prevent said blows from affecting the
product P. A gas (for example, air) can be introduced in
the safety gap 203, such that the safety gap 203 acts as
a blow or impact absorption chamber for safeguarding
the product P to a larger extent.

[0016] The method of the invention is implemented in
a machine 100 adapted for packaging products P, such
as that shown by way of example in Figure 2. The ma-
chine 100 shown in Figure 2 is a vertical machine, but
the method could also be implemented in a horizontal
machine (flow-pack machine). In the method, an inner
tube 1 of a specific diameter is generated from a first film
10 and an outer tube 2 with a specific diameter greater
than the diameter of the inner tube 1 is generated from
a second film 20, such that the difference in diameters
allows generating the safety gap 203 of the final packet
200. The inner tube 1 is formed by giving the film 10 a
tube shape and longitudinally welding to one another the
ends of the film 10 which have been superimposed as
said film 10 acquires the tube shape. The outer tube 2 is
formed in a manner similar to the inner tube 1.

[0017] In the method, the tubes 1 and 2 are made to
move in a controlled manner in a longitudinal forward
movement direction A as they are being generated, the
inner tube 1 being inserted into the outer tube 2 as both
tubes 1 and 2 move forward in the forward movement
direction A.

[0018] In the method, since the inner tube 1 is inside
the outer tube 2, the two tubes 1 and 2 are attached or
sealed transversely to one another in a sealing area of
said tubes 1 and 2 by means of jaws 70. This sealing
serves to obtain a semi-packet 300 at one end and a
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packet 200 at another end, as described below. When a
transverse sealing operation is performed between two
tubes 1 and 2 in a sealing area, a type of bag which is
closed at one end (sealing area) and open at the other
end (towards the area where tubes 1 and 2 are generat-
ed) is generated, as seen in Figure 2. In the method,
once said sealing is performed, at least one product P is
inserted or deposited in said bag and simultaneously,
movement of the tubes 1 and 2 in the forward movement
direction A continues to be made, the product P being
moved integrally with said tubes 1 and 2. When the jaws
70 again perform another transverse sealing between
the two tubes 1 and 2, since said tubes 1 and 2 have
continued to move forward in the forward movement di-
rection A, the sealing was performed in a new sealing
area, the product P being arranged between both sealing
areas. From the point of view of said product P, the sec-
ond sealing mentioned above closes the bag (the semi-
packet 300) where it has been arranged at the second
end thereof, a packet 200 closed at both ends with a
product P therein thus being obtained. This second seal-
ing at the same time serves to close one end of a new
bag (semi-packet 300) such as that mentioned, which
will house a new product P, serving to generate a packet
200 at one end and a semi-packet 300 at another end,
the semi-packet 300 being the bag open atone end which
houses (or will house) a product P. The process is re-
peated cyclically.

[0019] Acutisalso made at the same time as perform-
ing the sealing (although the cut could be made in a sub-
sequentstep), such thatthe packet 200 is separated from
the semi-packet 300 (and from the tubes 1 and 2 that
continue to be generated), and is prepared to be distrib-
uted to where it is required.

[0020] Inthe method, agascanbeintroduced between
the inner tube and the outer tube in the semi-packet 300,
such that the safety gap 203 of the resulting packet 200
will be filled with gas so that said safety gap 203 acts as
an absorption chamber, as mentioned above. The gas
can be air or a modified atmosphere for example, which
in combination with the film 10 of the inner tube 1 can
improve preservation of the product P (in the case of food
products).

[0021] Inthe method, with the product P located inside
the semi-packet 300, the length of the inner tube 1 of
each semi-packet 300 is further adjusted to the length of
the outer tube 2, such thatthe innertube 1 islongitudinally
tensioned. If the inner tube 1 is not tensioned, once the
packet 200 is generated the product P may rest on a
base of said packet 200 (against the tubes 1 and 2 which
may contact one another if the inner tube 1 has a very
low tension), which would make it more vulnerable in
view of possible blows or impacts of the packet 200.
[0022] The length of the inner tube 1 of a semi-packet
300 is adjusted to the length of the outer tube 2 of said
semi-packet 300 without having to take into account pos-
sible prior deviations between the length or size of the
inner tube 1 with respect to the outer tube 2. By adjusting
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the length of the inner tube 1, at least the part of the inner
tube 1 belonging to the corresponding semi-packet 300
is longitudinally tensioned, and the product P arranged
inside the semi-packet 300 is substantially centered
therein, thus being protected to a greater extent in a sim-
ple manner. At the same time, by tensioning the inner
tube 1 and centering the product P, the lowest possible
amount of film 10 of the inner tube 1 is used in each
packet 200, a more cost-effective packet 200 in terms of
manufacturing costs being obtained by optimizing the
amount of film 10 of the inner tube 1 to be used.

[0023] The tubes 1 and 2 are typically moved in the
forward movement direction A simultaneously and at the
same speed, subsequently causing independence be-
tween both movements to adjust the length of the inner
tube 1 of a semi-packet 300 to the length of the outer
tube 2, which involves a relative movement between the
inner tube 1 and the outer tube 2. The inner tube 1 thus
moves forward a distance equal to or less than the dis-
tance travelled by said outer tube 2 in the forward move-
ment direction A during said adjustment, and is ten-
sioned.

[0024] The relative movement between the two tubes
1 and 2 can be performed in different ways, such as for
example by reducing the speed of movement of the inner
tube 1 for a given forward movement distance of the outer
tube 2, or stopping the forward movement of the inner
tube 1 for a given forward movement distance of the outer
tube 2, or moving back the inner tube 1 in the direction
opposite the forward movement direction A once the out-
er tube 2 has ended its travel. The given forward move-
ment distance of the outer tube 2 can be obtained in at
least two ways:

1. The forward movement of each tube 1 and 2 be-
tween two sealing operations is measured, and if it
is detected that the inner tube 1 has moved forward
more than the outer tube 2, the length of the inner
tube 1 is adjusted taking into account the difference
between the distance travelled by the inner tube 1
and the outer tube 2. Said difference being the given
forward movement distance of the outer tube 2. This
applies to each semi-packet 300.

2. When the method is run for the first time, the dis-
tances travelled by both tubes 1 and 2 between two
sealing operations are detected. If the inner tube 1
has moved forward more than the outer tube 2, the
difference is determined, and said difference is
stored as a correction factor. The correction factor
(the detected difference) being the given forward
movement distance of the outer tube 2. In this case
it is assumed that the behavior of the tubes 1 and 2
and their forward movement will be the same at all
times, so the correction factor is applied in each seal-
ing instead of determining the difference of the dis-
tance travelled by the two tubes every time.
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[0025] A second aspect of the invention relates to a
machine 100 for packaging products and obtaining pack-
ets 200 such as that shown by way of example in Figure
1. The machine shown by way of example in Figure 2
refers to a vertical machine, but it is illustrated only by
way of example and it could be a horizontal machine
(flow-pack machine). The description describes a vertical
machine 100, but what is mentioned would be similar for
a horizontal machine unless otherwise indicated.
[0026] The machine 100 comprises afirsttool whereby
the innertube 1is generated and a second tool 4 whereby
the outer tube 2 is generated. The first tool comprises a
forming tool 30 conferring the film 10 with the correspond-
ing tube shape to obtain the inner tube 1, and means 31
for longitudinally welding the ends of the film 10 and thus
closing the inner tube 1. The forming tool 30 is a hollow
tube having the diameter to be given to the inner tube 1.
The second tool is similar to the first tool and comprises
aforming tool 40 and means 41 for longitudinally welding
the ends of the film 20 and thus closing the outer tube 2,
but it is adapted so that the outer tube 2 has a diameter
greater than the inner tube 1. The forming tools 30 and
40 are longitudinally distributed in the forward movement
direction A, forming tool 30 corresponding to the inner
tube 1 being arranged such that the inner tube 1 starts
to be generated before the outer tube 2, and said outer
tube 2 starts to be generated surrounding the inner tube
1.

[0027] The machine 100 comprises drive means with
a first actuator 5 suitable for moving the inner tube 1 in
the forward movement direction A and with a second ac-
tuator 6 suitable for moving the outer tube 2 in said for-
ward movement direction A. The actuators 5 and 6 are
conventional actuators. As it moves forward in the for-
ward movement direction A, the inner tube 1 is inserted
into the outer tube 2. The actuators 5 and 6 press on (or
drive by vacuum) the corresponding tube 1 and 2 and
move it, causing same to move forward in the forward
movement direction A.

[0028] The machine 100 further comprises a sealing
and cutting station where the two tubes 1 and 2 are trans-
versely sealed to one another, as mentioned above in
the description given for the first aspect of the invention
(method). To that end, the machine 100 comprises a set
of jaws 70 for performing the sealing. The machine 100
comprises a single set of jaws 70 with the associated
advantages that it entails which have already been de-
scribed previously.

[0029] As mentioned above when describing the first
aspect of the invention, a packet 200 and a semi-packet
300 are obtained in the sealing and cutting station, in
each sealing operation. Furthermore, a cut is made on
the tubes 1 and 2 at the same time as performing the
sealing, the packet 200 being separated from the semi-
packet 300, which action is preferably performed by the
same jaws 70 that are responsible for performing the
sealing.

[0030] For depositing or introducing a product P in a
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semi-packet 300 inside the inner tube 1, the machine 100
comprises deposition means which can be, for example,
a rocker arm in the case of horizontal machines. In a
vertical machine 100 such as that shown in Figure 2, the
product P falls by gravity through the inside of the forming
tools 30 and 40.

[0031] The machine 100 can further comprise conven-
tional injection means that are not depicted in the draw-
ings for introducing a gas (for example, air) between the
inner tube 1 and the outer tube 2 in a semi-packet 300,
with a product P inside the semi-packet 300, and thus
filling the safety gap 203 of the resulting packet 200 with
gas so that said safety gap 203 acts as an absorption
chamber, as mentioned above.

[0032] The machine 100 further comprises control
means (not depicted in the drawings) which can be an
automaton, a microprocessor or any other device with
control capability and which communicate with the jaws
70 for controlling the operation of the jaws 70 on the tubes
1, 2. The control means furthermore communicate with
the two actuators 5 and 6 for causing relative movement
in the forward movement direction A of the outer tube 2
with respect to the inner tube 1 of a semi-packet 300,
and thus adjusting the length of the inner tube 1 with
respect to the outer tube 2, such that the inner tube 1 is
longitudinally tensioned and the product P arranged in-
side the semi-packet 300 is substantially centered there-
in. Therefore, the advantages that have been described
previously are obtained with the machine 100, as a result
of the independence generated between the actuators 5
and 6 by the control means.

[0033] As mentioned above for the first aspect of the
invention, the relative movement between the two tubes
1 and 2 can be performed in different ways, such as for
example by reducing the speed of movement of the inner
tube 1 for a given forward movement distance of the outer
tube 2, or stopping the forward movement of the inner
tube 1 for a given forward movement distance of the outer
tube 2, or moving back the inner tube 1 in the direction
opposite the forward movement direction A once the out-
er tube 2 has ended its travel. The given forward move-
ment distance of the outer tube 2 can be obtained in two
ways, the forward movement distance travelled by the
tubes 1 and 2 being detected in both cases.

[0034] The distance travelled by a tube 1 or 2 can be
determined by detection means (notdepictedin the draw-
ings) communicating with the control means. The detec-
tion means can be an encoder determining the actual
forward movement of the corresponding film 10 or 20, a
photocell detecting spots or marks in the corresponding
film 10 or 20, or with other known conventional means
of the state of the art.

Claims

1. Method for packaging products in which an inner
tube (1) of a specific diameter is generated from a
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first film (10), an outer tube (2) with a specific diam-
eter greater than the diameter of the inner tube (1)
is generated from a second film (20), and the inner
tube (1) is inserted into the outer tube (2), charac-
terized in that in a first sealing operation the two
tubes (1, 2) are transversely attached to one another
in a first sealing area of said tubes (1, 2), a semi-
packet (300) which is closed at one end being ob-
tained, the generated tubes (1, 2) are moved in a
longitudinal forward movement direction (A), the in-
ner tube (1) being inserted into the outer tube (2) as
both tubes (1, 2) are moved in the forward movement
direction (A), and at least one product (P) is depos-
ited in the semi-packet (300) inside the inner tube
(1), in a second sealing operation the two tubes (1,
2) are transversely attached to one anotherin a sec-
ond sealing area of said tubes (1, 2) away from the
first sealing area in the forward movement direction
(A), and a cut is made on the two tubes (1, 2) in the
second sealing area, a packet (200) being obtained,
the second sealing operation for generating a packet
(200) and the first sealing operation for generating
the next semi-packet (300) being one and the same
operation.

Method for packaging products according to claim
1, wherein the length of the inner tube (1) of each
semi-packet (300) is adjusted to the length of the
outer tube (2) of the corresponding semi-packet
(300), such that the inner tube (1) has a length equal
to or less than the outer tube (2), the tubes (1, 2)
being sealed in their second area after performing
said adjustment.

Method for packaging products according to claim
2, wherein the generated tubes (1, 2) are moved in
the forward movement direction (A) simultaneously
and at the same speed, subsequently causing inde-
pendence between both movements to adjust the
length of the inner tube (1) of a semi-packet (300) to
the length of the outer tube (2) of said semi-packet
(300) resulting in a relative movement between the
inner tube (1) and the outer tube (2).

Method for packaging products according to claim
3, wherein the relative movement between the two
tubes (1, 2) is performed by reducing the speed of
movement of the inner tube (1) for a given forward
movement distance of the outer tube (2).

Method for packaging products according to claim
3, wherein the relative movement between the two
tubes (1, 2) is performed by stopping the inner tube
(1) for a given forward movement distance of the
outer tube (2).

Method for packaging products according to claim
3, wherein the relative movement between the two
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10.

tubes (1, 2) is performed by moving back the inner
tube (1) a given forward movement distance in the
direction opposite the forward movement direction
(A) of the outer tube (2).

Method for packaging products according to any of
claims 4 to 6, wherein the forward movement dis-
tance travelled by the film (20) from which the outer
tube (2) for each semi-packet (300) is formed and
the forward movement distance travelled by the film
(10) from which the inner tube (1) for each semi-
packet (300) is formed are measured, the difference
in the distances travelled being the given forward
movement distance of the outer tube (2) in each
case.

Method for packaging products according to any of
claims 4 to 6, wherein the forward movement dis-
tance travelled by the film (20) from which the outer
tube (2) for a first semi-packet (300) is formed and
the forward movement distance travelled by the film
(10) from which the inner tube (1) for said first semi-
packet (300) is formed are measured, the difference
in travelled distance between both tubes (1, 2) is
determined and said distance is established as a cor-
rection factor, the correction factor being the given
forward movement distance of the outer tube (2) for
all the semi-packets (300).

Machine for packaging products, comprising a first
tool for generating an inner tube (1) of a specific di-
ameter from a first film (10), a second tool for gen-
erating an outer tube (2) with a specific diameter
greater than the diameter of the inner tube (1) from
a second film (20), drive means with a first actuator
(5) suitable for driving the inner tube (1) in a longitu-
dinal forward movement direction (A) and with a sec-
ond actuator (6) suitable for driving the outer tube
(2) in the forward movement direction (A), the inner
tube (1) being inserted into the outer tube (2) as it
moves forward in the forward movement direction
(A), characterized in that it comprises a sealing and
cutting station in which the two tubes (1, 2) are trans-
versely attached to one another in afirst sealing area
of said tubes (1, 2) by means of jaws (70), a semi-
packet (300) which is closed at one end being ob-
tained, and after moving said tubes (1, 2) in the for-
ward movement direction (A) and depositing at least
one product (P) in the semi-packet (300), the two
tubes (1, 2) are transversely attached to one another
in a second sealing area of said tubes (1, 2) away
from the first sealing area in the forward movement
direction (A), and a cut is made on the two tubes (1,
2) in the second sealing area, a packet (200) being
obtained.

Machine for packaging products according to claim
9, comprising control means being communicated
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with the jaws (70) for controlling the operation of said
jaws (70) on the tubes (1, 2), the controlmeans being
also communicated with the two actuators (5, 6) of
the drive means for causing a relative movement in
the forward movement direction (A) of the outer tube
(2) with respect to the inner tube (1) of a semi-packet
(300) and thus adjusting the length of the inner tube
(1) of said semi-packet (300) to the length of the outer
tube (2) of said semi-packet (300), such thattheinner
tube (1) has a length equal to or less than the outer
tube (2) being longitudinally tensioned.

Machine for packaging products according to claim
10, wherein the control means cause the relative
movement between the two tubes (1, 2) causing the
first actuator (5) to reduce the speed of movement
of the inner tube (1) for a predetermined forward
movement distance of the outer tube (2).

Machine for packaging products according to claim
10, wherein the control means cause the relative
movement between the two tubes (1, 2) causing the
first actuator (5) to stop the movement of the inner
tube for a predetermined forward movement dis-
tance of the outer tube (2).

Machine for packaging products according to claim
10, wherein the control means cause the inner tube
(1) to move back a predetermined forward move-
ment distance in the direction opposite the forward
movement direction (A) of the outer tube (2).

Machine for packaging products according to any of
claims 11 to 13, comprising detection means being
communicated with the control means for determin-
ing the distance travelled by at least one film (10, 20)
from which one of the tubes (1, 2) is formed.
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