1 WO 2007/057081 Col d-formabl e |am nate for blister base parts The
‘invention relates to a cold-formable | am nate nade of an al um ni um f oi
whHich 5 is lamnated on both sides with plastics material for producing
_Jbase parts of blister packagings for products which are sensitive to
noi sture and oxygen, with a plastics material |ayer arranged on a first
side of the alumniumfoil, as the outer 4layer, and a sealing |ayer
arranged on the second side of the alumniumfoil. 10 Col d-formabl e

| am nat es mniumfoil which are |am nated on both sides with
pl astics rra%?ﬁ&@ggahied inter alia for producing base parts of blister

packagi ngs _fgﬁ? B 'gﬂa?téc or receiving individual

tabl ets or é:g{dher %@%ﬂaﬁlﬁﬁﬁdﬁ'ﬂﬁﬁ%g are fornmed in the base parts.
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have the structure oPA / alumniumfoil / sealing |ayer. nventi ona

seal i ng | aypackagingsi for pfodiets ovhiclh are sensitive to BwistorepandPovyge3n witBoapm
PE. After fi,lling the.well ' | | akl ter fQil i d
hgai not -t he Bt piatErial ey aBiog LB aist i of B iRk o, 28 et AflsF
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filmor JlacqQuered. In these blister packagings, the products are protected
agai nst environnental influences fromboth sides between two al um ni um

vapour " dha GaedtormRof (eBfEesThale HoA HlBBR WL whie ¢ klog®s Br ash ™"
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perforation, the perforation cuts are exposed. The sealing layer is no

| onger pr ot patkagings fonphanpecautical \productsarWells for receiving individual tablets or
other forms of individual doses are formed in the base parts. The aluminium foil is
used here primarily as a barrier layer against the penetration of water vapour and

16 gases and protects the products above all from absorbing or giving off moisture.

Conventional laminates for producing base parts of blister packagings for
pharmaceutical products frequently have the structure oPA / aluminium foil /
sealing layer. Conventional sealing layers consist of 15 to 100 pum PVC, 20 - 60
20 pm PP or 30 - 50 um PE. After filling the wells, an optionally peelable outer foil is
sealed against the base part. Conventional outer foils are optionally aluminium
foils which are optionally coated with plastics material, laminated with film or
lacquered. In these blister packagings, the products are protected against
environmental influences from both sides between two aluminium foils which are
25 arranged as a barrier against the penetration of water vapour and gases.

A blister packaging, however, has unprotected points. After being punched out,
the cut edges are exposed and in the case of perforation, the perforation cuts are
exposed. The sealing layer is no longer protected at these points by the barrier

30 layer made of aluminium. Over time, moisture and gases diffuse by means of
lateral diffusion through the plastics matenal into the wells and thus shorten the
durability of the filling.



30 | ayer made of alum nium Over tinme, noisture and gases diffuse by neans
‘of lateral diffusion through the plastics material into the wells and thus
shorten the durability of the filling. 2 Mre and nore active ingredients
for nedicines and chem cals for diagnostic applications are being devel oped
whi ch have a very high sensitivity to noisture and oxygen. For products of
this type blister packagings wth reduce@ |ateral diffusion wuld be
desirable. 5 Multi-layer films with a barrier layer and with a sealing | ayer
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| am nat es accordin the prior art even without the adm xing of naterials
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10 either hot-sealed after folding against themselves or against a second film.
Calcium oxide (CaO)} is preferably used as the moisture-absorhing material with
strong water binding.

The invention is based on the object of providing a cold-formable laminate of the
15 type mentioned at the outset which is suitable for producing base parts of blister

packagings for products which are sensitive to moisture and oxygen, said

laminate having a higher protective effect against the penetration of moisture and

oxygen in the case of lateral diffusion than conventional laminates according to

the prior art even without the admixing of materiais which absorb moisture to the
20 sealing layer.

The fact that the sealing layer consists of a film or of a coating made of
polyvinyiidene chloride (PVDC) leads to the achievement of the object according
to the invention.

25
The outer layer is preferably a biaxially stretched film made of plastics material.

A first laminate structure according to the invention has the iayer sequence outer
layer / aluminium foil / sealing layer.

30
In a second laminate structure according to the invention with the layer sequence
outer layer / intermediate layer / aluminium foil / sealing layer, a further preferably



25 The outer layer is preferably a biaxially stretched fil mnade of plastics
‘material. Afirst lamnate structure according to the invention has the
Iayer sequence outer layer / alumniumfoil / sealing layer. 30 In a second
lam nate structure according to the invegtion with the |ayer sequence outer
| ayer / internediate |ayer / alumniumfoil / sealing | ayer, a further

preferably . Rl axl e ' tL ;
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al um ni um tween the sea Ing layer and the alumniumfoil. 15 The
al um ni umfoil |s in the soft state and preferably has a thickness of 20 to

100 pmi rti lar 30 to 60 pm_ The higxially stret d filns mde of
o st cs i Bpbith ferBinaie sicfits Begofdifia dhdbe et Wik A6E aver SediEeeCy o
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(PP), polyester,” polyvinylchloride (PVQ), polyam de (PA), cycloolefin
copol yner ednm;lex; preferably biaxially stretched film made of plastics material is arranged,

in each case, as the intermediate layer, both between the outer layer and the

aiuminium foil and between the sealing layer and the aluminium foil.

15 The aluminium foil is in the soft state and preferably has a thickness of 20 to 100
pm, in particular 30 to 60 pm.

The biaxially stretched films made of plastics material preferably have a thickness
of 10 to 40 ym, in particular 12 to 40 ym.

20
The biaxially stretched films may consist of polypropylene (PP), polyester,
polyvinylchioride (PVC), polyamide (PA), cycloolefin copolymer (COC) or
cycloolefin polymer (COP).

25 The film made of polyvinylidene chloride (PVDC) may be unstretched or stretched
and preferably has a thickness of 5 to 110 um, preferably 10 to 60 um. The ideal
film thickness with regard to an opfimal barrier effect, in particular against the
lateral diffusion of oxygen, is 5 to 19 ym, in particular 10 to 19 pm. Conventionai
commercial materials may be used such as IXAN®, DIOFAN®, SARAN®,

30 SARANEX® or SUMINLITE®.

A coating with poiyvinylidene chloride (PVDC) takes place with an aqueous
solution or with resin dissolved in organic solvent. The application weight is



cycl ool efin polymer (COP). 25 The film nmade of polyvinylidene chloride
(PVDC)' may be unstretched or stretched and preferably has a thickness of 5
to 110 pm preferably 10 to 60 pm The ideal filmthickness with regard to
an optimal barrier effect, in particular against the |ateral diffusion of
oxygen, is 5 to 19 pm in particular 10 to 19 pm Conventional comerci al
materials may be used such as I XAN(r), DLWOFAN(r), SARAN(r), 30 SARANEX(r)
or SUMNLITE(r). A coating with polyvinylidene chloride (PVDC) takes place
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sol vent - based, solvent- free or aqueous adhesives and/or by extrusion

| am nation. The outer layer or the alumniumfoil which is |ocated

t her ebelsow may be printed. 10 A blister base part nay be produced in the
known manner fromthe cold-formable |am nate, The sealing |ayer of the
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laminate. The sealing layer of the laminate in this case forms the inner layer of

the blister base part.

In a blister packaging for products which are sensitive to moisture and oxygen, in

16 particular for pharmaceutical products such as tablets and powders which are
sensitive to moisture and oxygen, an aluminium foil which is optionally coated with
plastics material and/or with other materials, laminated with film or lacquered, is
sealed against the PVDC layer of the blister base part in a known manner.

20 Preferred film/foil combinations for the four laminate structures according to the
invention are compiied in Tables 1 to 4.

The abbreviations for the plastics materials used as a base for the films signify:

25 oPA oriented polyamide PET polyethyleneterephthalate
oPP oriented polypropylene PVDC polyvinylidene chloride

Table 1: First laminate structure

No. | Outer layer Al Sealing layer
25 ym oPA Al 45 |10 um PVDC

25 ym oPA Al 60 ]10 um PVDC

25 pm oPA Al 45 [20g/m’PVDC




i nvention are conpiled in Tables 1 to 4. The abbreviations for the plastics
‘materials used as a base for the filnms signify: 25 oPA oriented pol yam de
PET pol yet hyl enet erepht hal ate oPP oriented pol ypropyl ene PVDC
polyvinylidene chloride Table 1: First |am nate structure No. CQuter |ayer

Al Sealing layer 1 25 pmoPA Al 45 10 pm PVDC 2 25 pm oPA Al 60 10 pm PVDC
3 25 pmoPA Al 45 20 g/mPVDC 5 4 25 pmgPA Al 60 20 g/m PVDC 5 25 pm oPA
Al 45 15 pm PVDC 6 25 pm oPA Al 60 15 pm PVDC 7 25 pm oPA Al 45 19 pm PVDC

60 25" pm DA | 3 B OB opA Al 4560 30 WBVBYDG 2 25 pm 0PA Al 60 60-0.1
MPVDC 13 P8 OPAIS 3BApM B 1449méPVDG OPA Al 60 38 pm PVDC 15 23
pm PET Al {45 38 pm PVDC 16/ 23 pm PET Al_45 25 pm PMDC 17 23 pm PET Al 45
40-g-1 nP(DCG 18520n pRAoPP Al 45 BB phd prDPVDD 20 pm oPP Al 45 25 pm PVDC
7 | 25 ym oPA Al 45 | 19um PVDC
8 | 25 ym oPA Al 60 |19 umPVDC
9 | 25 ym oPA Al 45 |25 uym PVDC
10 | 25 ym oPA Al 60 |25 um PVDC
11 | 25 ym oPA Al 45 |60 g/m*“PVDC
12 | 25 pm oPA Al 60 |60g/m*PVDC
13 | 25 ym oPA Al 45 | 38 um PVDC
14 | 25 ym oPA Al 60 |38 umPVDC
15| 23 ym PET Al 45 | 38 ym PVDC
16 | 23 ym PET Al 45 | 25 ym PVDC
17 | 23 pm PET Al 45 ! 40g/m°PVDC
18 | 20 um oPP Al 45 | 38 um PVDC
19 | 20 pm oPP Al 45 | 25um PVDC

20 | 20 pm oPP Al 45 |38 ym PVDC

Table 2: Second laminate structure

No. | Outer layer Al Intermediate layer Sealing layer
21 |25umoPA [ Al 45 |25 umoPA 10 um PVDC
22 |25 pmoPA | Al 60 | 25 pm oPA 13 ym PVDC
23 [25umoPA |Al 45 |25 pmoPA 25 um PVDC
24 125uymoPA (Al 60 |25 umoPA 25 ym PVDC
25|25umoPA |Al 45 |25 pumoPA 20 g/m* PVDC
26 | 25 ymoPA | Al 60 | 25 pm oPA 10 ym PVDC
27 |25 umoPA | Al 45 | 25 ym oPA 25 ym PVDC
28 (25 umoPA | Al 60 |25 umoPA 38 um PVDC
29 | 25 umoPA ! Al 45 | 15 um oPA 13 ym PVDC
30|25 umoPA | Al 60 |15 um oPA 38 yum PVDC
31123uymPET [Al 60 |25 pmoPA 15 uym PVDC




20 20 pm oPP Al 45 38 pm PVDC Table 2: Second | am nate structure No. Cuter

1 ayer Al

Internmedi ate | ayer Sealing | ayer
pm PVDC 22 25 pm oPA A

21 25 pm oPA Al 45 25 pm oPA 10
60 25 pm oPA 13 pm PVDC 23 25 pm oPA Al

45 25 pm

OPA 25 pm PVDC 24 25 pm oPA Al 60 25 pm oPA 25 pm PVDC 25 25 pm oPA Al 45
25 pm oPA 20 g/m PVDC 26 25 pm oPA Al 60 25 pm oPA 10 pm PVDC 27 25 pm oPA
Al 45 25 pm oPA 25 pm PVDC 28 25 pm oPABAl 60 25 pm oPA 38 pm PVDC 29 25

pm oPA Al 45. 15 pm oPA 13 pm PVDC 30 25 pm oPA Al 60 15 pm oPA 38 pm PVDC
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PVDC 35 zssaszmnAPEBo DAl pmBIPA 25 pmoPADC 36 231 PHpPEVDE 45 |15 pm oPA
38 pm PVDCE 23-pm-PET 60—15-pm-oPA-40—g/-m-PV 38-20-—pm-oPR Al 60 25
pm OPA 13 inl%le AHMIED0 b oPF | 68 HI5OBA oPA 10 ph BIRVDAO 20 |pm oPP A
oo A "o [E3 RO ey (A [ 25 oPR 2 P B P 12 20 o
361{23umPET | Al 15 um oPA 38 um PVDC
3723 uymPET |Al 60 |15 umoPA 40 g/m”° PVDC
38|20 umoPP | Al 60 | 25 um oPA 13 um PVDC
39|20 yumoPP | Al 60 | 25 pm oPA 10 um PVDC
40 | 20 ymoPP Al 60 |25 um oPA 13 ym PVDC
411 20umoPP | Al 45 | 25 um oPA 25 um PVDC
42[20pmoPP |Al 60 [25umoPA 20 g/m° PVDC
43120umoPP |Al 45 ;15 umoPA 25 um PVDC
44 | 20 umoPP | Al 60 | 15 ym oPA 19 ym PVDC
Table 3: Third laminate structure
No. Outer layer Intermediate layer Al Sealing Layer
45 | 20 um oPA 20 um oPA Al 45 10 um PVDC
46 | 15 um oPA 15 um oPA Al 60 10 pm PVDC
47 | 20 ym oPA 20 pm oPA Al 45 | 15umPVDC
48 | 15 ym oPA 15 um oPA Al 60 15 pm PVDC
49 | 20 um oPA 20 um oPA Al 45 |40 g/m°PVDC
50 | 15 um oPA 15 um oPA Al 60 |40g/m°PVDC
511 20 um oPA 20 ym oPA Al 45 19 yum PVDC
52 | 15 pm oPA 15 um oPA Al 60 18 um PVDC
5
Table 4: Fourth laminate structure
No.| Outerlayer | Intermediate Al Intermediate | Sealing layer
layer layer
53 | 20 pm oPA 20 ym oPA Al 45 ym | 15 pm oPA 15 um PVDC
54 | 15 pm oPA 15 pm oPA Al 60 pm | 15 ym oPA 19 um PVDC




43 20 pm oPP Al 45 15 pm oPA 25 pm PVDC 44 20pnmoPP Al 60 15pnoPA 19pnPVDC
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Further advantages, features and details of the invention emerge from the
following description of preferred embodiments and with the aid of the drawings,

in which, schematicaily:

shows the layer structure of a first cold-formable laminate for the

- Fig. 1
production of blister base parts according to Fig. 5, corresponding to the section
line lI-1l of Fig. 6;
- Fig. 2
production of blister base parts according to Fig. 5, corresponding to the section
line [I-1l of Fig. 6,

shows the layer structure of a second cold-formable laminate for the

- Fig. 3
production of blister base parts according to Fig. 5, corresponding to the section

line li-l of Fig. 6;

shows the layer structure of a third cold-formable laminate for the

- Fig. 4
production of blister base parts according to Fig. 5, corresponding to the section

line H-I of Fig. 6;

shows the layer structure of a fourth cold-formable laminate for the

Fig. 5
the laminates of Fig. 1 to 4;

shows the plan view of a blister base part cold-formed from one of

Fig. 6

line 1-I;

shows the section through the blister base part of Fig. 5 along the

5in



- Fig. 1 shows the layer structure of a first cold-fornmable | am nate for the
‘production of blister base parts according to Fig. 5, corresponding to the

section line Il-11 of Fig. 6; 10 - Fig. 2 shows the layer structure of a
second col d-fornmable | am nate for the production of blister base parts
according to Fig. 5, corresponding to the section Iline Il-11 of Fig. 6; 15

- Fig. 3 shows the layer structure of a tdird cold-formable |am nate for the
production of blister base parts according to Fig. 5, corresponding to the

section lined.1-11 of Fig. 6; .- Fig. 4 sh he | ayer structure of a
fourth col d—f(fr‘%i)l e ¥ Wﬁ%é‘?"é Rligter; ﬁ@s 'ﬁﬁd‘ﬁ i Hy'ﬁ'\‘ t ?l%qaa‘?d“ﬂgs@r??érts
accordi ng ttﬁrdﬂghfoﬁ,or(‘a%ééggmgwt@,gfomo t he sectlon line I1-11 of Fig. 6; -
Fig. 5 shows the plan view of a blister base part cold-fornmed from one of

the | am nates of Flg 1to 4; 25 Fig. 6 shows the section through the

blister bas l o e.blister
base part df a0 toymabie faRutald o1 i nrBlcin bash pan? dof biGL PabksaiBes
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blister packago for products which are sensitive to noisture and
oxygen, acdbe lltgvmglayegstmctmas the following |ayer structure: 12 outer

| ayer, for exanple oPA, 25 pm 14 alumniumfoil, for exanple 60 pm

12 outer layer, for example oPA, 25 pm
14  aluminium foil, for example 60 ym
10 16  sealing layer of PVDC, for example 10 pm or 20 g/m?

The oPA film 12 forms the later outer side and the sealing layer 16 the inner side
of a blister base part produced from the laminate 10.

15 A second cold-formable laminate 20 for producing base parts for bilister
packagings for products which are sensitive to moisture and oxygen, according to
Fig. 2, has the following iayer structure:

22 outer layer, for example PET, 23 ym
20 24  aluminium foil, for example 60 um
25  intermediate layer, for example oPA, 15 ym
26  sealing layer of PVDC, for example 30 pm or 40 g/m?

The PET film 22 forms the later outer side and the sealing layer 26 the inner side
25 of a blister base part produced from the laminate 20.

A third cold-formable laminate 30 for producing base parts for blister packagings
for products which are sensitive to moisture and oxygen, according to Fig. 3, has
the following layer structure:

30
32  outer layer, for example oPA, 20 um
33  intermediate layer, for example oPA, 20 um
34  atuminium foil, for example 45 pm



10 16 sealing | ayer of PVDC, for exanple 10 pmor 20 g/n2 The oPA film 12
‘forms the |ater outer side and the sealing |ayer 16 the inner side of a
blister base part produced fromthe |am nate 10. 15 A second col d-fornable
lam nate 20 for producing base parts for blister packagings for products
whi ch are sensitive to noi sture and oxygen, according to Fig. 2, has the
follow ng | ayer structure: 22 outer |ayerg for exanple PET, 23 pm 20 24
alumniumfoil, for exanple 60 pm 25 internedi ate | ayer, for exanple oPA, 15

pm 26 seal i | ayer. of PVDC, xampl e,3Q.pm or 40 g/om2 The PET film 22
forms the I'Her %Vﬁﬁl'ﬂg '%X%B?é’r@{?h@@g‘gm%q%wf Qlﬂ'b i nner side 25 of a
blister base part produced fromthe lamnate 20. A third col d-formble

| am nate 30 for producing base parts for blister packagings for products
whi ch are sEmspPA/MM 32 foims theclaterdoutey gide, and the sealing layet 36 tBe imnar sidée

follow ng | gyer, structure:. 30,32 er, layver, .f exanpl e oPA, 20 pm 33
I nt er medi atcgq é@?r bﬁﬁp@{gﬁ%‘?%&éﬁﬁ?m%e%'r@ﬁe gpum niumfoil, for exanple
45 pm 9 536 sealing |layer of PVDC, for exanple 19 pmor 40 g/n2 The oPA film

32 forns the later outer side and the sealing layer 36 the inner side of a
bl i ster bash fourth cpiddemnabierinarinatect( toripredeciog base partsuor blister patkagings e
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the following layer structure:

10 42 outer layer, for example oPA, 20 ym
43  intermediate layer, for example oPA, 20 ym
44  aluminium foil, for example 45 pm
45  intermediate layer, for example oPA, 15 ym
46  sealing layer of PVDC, for example 13 pym or 20 g/m?
15
The oPA film 42 forms the later outer side and the sealing layer 46 the inner side
of a blister base part produced from the laminate 40.

A blister base part 50 shown in Fig. 5 is produced from the laminate 10, 20, 30,

20 40, the weils 52 formed from the laminate being formed from the laminate to
receive, for example, tablets, by means of cold forming, such as, for example, by
deep drawing by means of a die and mould, a two-stage method with dies and a
mould or die/compressed air and mouid.

25 As shown in Fig. 6 and 7, after the filling of the welis 52, a press-through or
peelable outer foil 70 is sealed onto the base 50 to form a blister packaging 60, as
reguired.

An outer foil 70 designed as a press-through foil for a blister base part 50
30 produced from the laminate 10, 20, 30, 40 has, for example, the following layer
structure: sealing layer / aluminium foil / print undercoat lacquer / printing / print
top lacquer. The printing with the print top lacquer forms the later outer side of the



the follow ng |ayer structure: 10 42 outer |ayer, for exanple oPA 20 pm 43
‘internedi ate | ayer, for exanple oPA, 20 pm 44 alumniumfoil, for exanple
45 pm 45 intermedi ate | ayer, for exanple oPA, 15 pm 46 sealing |ayer of
PVDC, for exanmple 13 pmor 20 g/n2 15 The oPAfilm42 fornms the |later outer
side and the sealing |ayer 46 the inner side of a blister base part
produced fromthe |am nate 40. A blisterqpase part 50 showmn in Fig. 5 is
produced fromthe lamnate 10, 20, 30, 20 40, the wells 52 fornmed fromthe
by moans. o AR S, FRESidE of 8 Hiinini i 10ER Gefeq BB T sEalTRYEL S
a die and raf\DCaftavislistércgrsenpan 60 protiicel friomathe lamimatel d or di e/ conpr essed
air and nould. 25 As shown in Fig. 6 and 7, after the filling of the wells
52, a press-through or peelable outer foil 70 is sealed onto the base 50 to
for ma bli r i a
press- throu%rﬁbygé?ﬁgﬁor a r&&ur?tzrasbg b{@?‘? f@Bf&%BhS&gl?cl?géoqéjg%bﬁBgFgén? nat e

10, 20, %0, frdh@ the damireite ebB1RY, €30, t4 haag) forvaxaanpley the followitg lla)@r stridtiney
| ayer / al um niumfoil / print under coat | acquer ./ printing /[ print top

| acquer. TH& antmﬁgwmtﬁ temipiugy  feibh I’a@(ﬁ’uhéﬁ“fﬁor layef hd | e mAdesr °§| de
f the 10 f h f
o The 10, FHidykordioeslfo 1) S50BhnS AL A 8L .

the | am natlacquisr. oTihe printing with thenpriptitogsd laequer ferensaties idter bufe@rsuﬂ?e I itlyé er

base part 50 produced 5 fromthe |lam nate 10, 20,. 30, 40 has, for exanple,
t he f 8| | oW %gq &}I(_}O and the free side ofa the aluminium foil is sealed against the seahrr%)

10 layer made of PVDC of a blister base part 50 produced from the laminate.



seali'ng nedium/ alum niumfoil / adhesive |ayer / film nade of

‘pol yet hyl enet erepht hal ate (PET) / adhesive |layer / paper / printing / print
top lacquer. The printing with the print top lacquer fornms the |ater outer
Side of the outer foil 70 and the free side of the alumniumfoil is sealed
agai nst the sealing 10 layer nade of PVDC of a blister base part 50
produced fromthe lamnate. 11 Cains 111Col d-formable | am nate (10, 20,

30, 40) made of an alumniumfoil (14, 24, 34, 44) which is |am nated on
both si des galigh! astics material for producing base 5 parts (50) of

bl i ster packagings (60) for products which are sensitive to noisture and
oxygen, with a plastics material |ayer arranged on a first side of the

Seali ng | aybr ( fegi-afatys tayiate 110790080 40N 886 o i SBRnGM GIEUA Bk i urm
foil (14, 2 ﬂ&wrﬂd) is Iaﬁhﬁét@@t&i béfrdsnuastvhﬂi pk@%ﬁﬁtém fbP@RId baée 36,

46) conS|sts 'of 'a filmor of coating made of polyvinylidene chloride
( PVDO) . pewtsa(S0) rafdiister| mkagmsaﬁm fooprogioctsiwhichcars: sensitiver ta moistute

SP?L?EL&G' it e Bt BeBHbE el ate arditod 8 a iyt B B Bl 30,
40) accor dife (14, zztaaamﬂ) ahan apteRnagad(12n 2phap  42) Hhdvdl @édiﬁﬁgqhvért plfeedzsf ilm

made of plastics material as an internediate |ayer (33, i's arran&)

bet ween t he3G 4@ arrapged (@2 tha second side of ihe raluminium fQiB41442)4 0

char acter; SEBBHRG) it e sedifGpde L Pie, 260 A Sonsuf e b bt o

as t he 10 nt@yatindimade bﬁ#@lyvh?ﬁder@&hlbﬁdéngmd bet ween the al um nium foil
(24, 44) and the filmor the coating (26, 46) made of polyvinylidene

chl oride (PVDC).
2. Cold-formable laminate (10, 20, 30, 40) according to claim 1, characterised
in that the outer layer (12, 22, 32, 42) is a biaxially stretched film made of plastics
material.
15

3. Cold-formable laminate (30, 40) according to claim 2, characterised in that
a biaxially stretched film made of plastics material as an intermediate layer (33,
43} is arranged between the outer layer (32, 42) and the aluminium foil (34, 44).

20 4. Coid-formable laminate (20, 40) according to any one of claims 1 to 3,
characterised in that a biaxiaily stretched film made of plastics material as the
intermediate layer (25, 45) is arranged between the aluminium foil (24, 44) and
the film or the coating (26, 46) made of polyvinylidene chloride (PVDC).

25 5. Cold-formable laminate (10, 20, 30, 40) according to any one of claims 1 to
4, characterised in that the aluminium foil (14, 24, 34, 44) has a thickness of 20 to
100 um, preferably 30 to 60 um.

6. Cold-formable laminate (10, 20, 30, 40) according to any one of claims 2 to
30 4, characterised in that the biaxially stretched films made of plastics material have
a thickness of 10 to 40 ym, preferably 12 to 40 ym.



25 5. Cold-formable | am nate (10, 20, 30, 40) according to any one of clains
‘1 to 4, characterised in that the alumniumfoil (14, 24, 34, 44) has a

t hi ckness of 20 to 100 pm preferably 30 to 60 pm 6. Col d-fornable
Jamnate (10, 20, 30, 40) according to any one of clains 2 to 30 4,
characterised in that the biaxially stretched filnms nade of plastics
material have a thickness of 10 to 40 prp preferably 12 to 40 pm 12 7.

Col d-formable | am nate (10, 20, 30, 40) according to any one of clains 2 to

4, charactesiseg Laxi-ahl i .

pol ypr opyl g?;ie Etﬁ‘rlf@jfbﬁgf‘?f'%g?'é@@%émv?%ﬁ %m%:%gg“('% ?Hg%g"?ncgge'%}?
cycl ool ef i 4, cehprhyteised (I0Qat the biasdallyostedtiched diimgesre fidde of pBlypropyiene

Col d-formable | am nate (10, 20, 30 40{/ according to any one of clains 1 to

7, char act dPP3eolygstarapoiywinyichieride {PVE3, polyamide (Féde cyeloplefipyeonolymene
chloride ( i t etched and has a thickness of 10 to
120 pm pr(gﬁa@a&@y@gate@ﬂlm%ﬁqg%. Col d-formabl e | am nate (10, 20, 30,
40) accogding to any one of clains 1 to 7, characterised in that the film

(16, 26, 36, 46) made of pol yvinylidene chloride 61(1PVDC) i's unstretched or
stretched dhd hdzolg-fermakigdaminates19,20Q.930,40)acspediag tg any onesfviaigs 116 10.

7. Char ot o SR Abgd i thor'tle fifh (16726 GE T4 a2 o Boikifyifient e e
chl ori de (RPRQOChéds unstretchad ari stretohed handfhds o tHidkneggsndf 10 ¢ben2d! ym]10 to
60 g/ ne. preferably 12 to 105 ym.
10
9. Cold-formable laminate (10, 20, 30, 40) according to any one of claims 1 to
7, characterised in that the film (16, 26, 36, 46) made of polyvinylidene chioride
(PVDC) is unstretched or stretched and has a thickness of 5 to 19 ym, preferably
10 to 19 pm.
15
10. Cold-formable laminate (10, 20, 30, 40) according to any one of claims 1 to
7, characterised in that the coating (16, 26, 36, 46) made of polyvinylidene
chloride (PVDC) has an application weight of 5 to 120 g/m?, preferably 10 to 60
g/m?.
20
11.  Cold-formable laminate (10, 20, 30, 40) according to any one of claims 1 o
7, characterised in that the coating (16, 26 36, 46) made of polyvinylidene chloride

(PVDC) has an application weight of 20 to 30 g/m”.

25 12. Blister base part (50) produced from a coid-formable faminate (10, 20, 30,

40) according to any one of the preceding claims.

13. Blister packaging (60) for products which are sensitive to moisture and
oxygen, with a blister base part (50) produced from a cold-formable laminate (10,

30 20, 30, 40) according to any one of claims 1 to 9 and an outer foil (70) which is
sealed against the sealing layer (16, 26, 36, 46) of the laminate on the blister base
part (60} and contains an aluminium foil.



20 11. Cold-formable | am nate (10, 20, 30, 40) according to any one of
“claimsr 1 to 7, characterised in that the coating (16, 26 36, 46) nmde of
pol yvi nyl i dene chloride (PVDC) has an application weight of 20 to 30 g/nR.
,25 12. Blister base part (50) produced froma cold-formable |am nate (10,
20, 30, 40) according to any one of the preceding clainms. 13. Blister
packagi ng (60) for products which are se §itive to noi sture and oxygen,
with a blister base part (50) produced froma cold-formable | am nate (10,
30 20, 30, 40) cording.to any one clains. | to 9 an n outer foi| (70)
whi o’ i o s ddr a UsgaPha sk Badhaaiio (895 ACearaing ts cigi 1 Jorphaiaaseiiicab o

on the bli ?r&fiu §,5§ucﬁa%§6 4 Biets "%ﬂ‘@ll E)BWd%iré‘swﬁBh w“sahgmé% mcgiéturt%‘lancpse

of a blister packagl ng accor g to clarm 13 for pharmaceutica
products, suypgems tablets and powders which are sensitive to noisture and
oxygen.



