1 PCT/ EP2006/ 009567 Col d-fornmable Iam nate for blister base parts The
invention relates to a cold-formable | am nate nade of an alumniumfoil 5
covered on both sides with plastics nmaterial for produci ng base parts of
blister packagings for pharmaceutical products which are freeze dried in
wells in the base part. Cold-fornmable | am nates made of an al um nium foil
covered on both sides with 10 plastics naterial are used, inter alia, for
produci ng base parts of blister packagings for pharmaceutical products.
Vells for reserepmoeisbogedual tablets or other forms of individual doses
are formed in the base parts. The alumniumfoil is wused here primarily as
a barrier | Suid-fogmiabde laminateforn blistdr bagecpartapour and gases and protects
the products primarily from absorbing or giving off npisture. 15
Conventional |am nates for producing base parts of blister packagings for
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sealing | ayer. nventi onal sealing |layers consist of 15 to 100 pm P
to 60 prb PRoverethondobdib spdepmntmplastm imaterigl fareproduing Iaase)partsm bl;ster

peel abl e outer , foi seal ed.a t the base rts, ent | ut er
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material, coypesshpM th filmor |acquered. Freeze-dried pharmaceuti cal

products are a new formof drug delivery system 25 (DDS). Wth this form of
adm nistration, the active ingredient is released in the throat and reaches

or oduc ng 15208 Bndble it madE o P ARG T oyered, i odlE, 23, firn

product s1i@ngpladtiess whgtersr Href lubbd ndndr blie Hbi sprodacingnbagel patte oheblistér
packagi ng of conventional table
packagings for pharmaoeutlcat products. Wells for receiving individual tablets or
other forms of individual doses are formed in the base parts. The aluminium foii is
used here primarily as a barrier layer against the passage of water vapour and
gases and protects the products primarily from absorbing or giving off moisture.
15
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 ym PVC, 20 to 60
um PP or 30 to 50 ym PE. After filling the wells, an optionally peelable outer foil
20 is sealed against the base parts. Conventional outer foils are optionalily
aluminium foils which are coated with plastics material, covered with film or

lacquered.

Freeze-dried pharmmaceutical products are a new form of drug delivery system
25 (DDS). With this form of administration, the active ingredient is released in the

throat and reaches the blood circulation by way of the mucous membranes.

A first method of producing these DDSs is the production of freeze-dried
phamaceutical products and the subsequent filling of the blisters similarly to the
30 packaging of conventional tablets.

A second method for producing these DDSs consists in introducing the
pharmaceutical product in liquid form into the wells which are arranged in the



A second nethod for producing these DDSs consists in introducing the

phar maceutical product in liquid forminto the wells which are arranged in
the 2 base part of a blister packaging and carrying out the freeze drying
directly in the wells. However, in practice it has been shown that

| am nates made of an alumniumfoil coated with plastics material tend to
roll in under the influence of the tenpepature change during the freeze
drying process. 5 As a consequence of the production process, in the nethod
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fulfilled with an arrangenent of identical plastics material layers on both
si des. 20 Tienchedafteothe coldderaingrofithe larbjnate and the welldithereaf heerthes féledf
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A laminate which is made of an aluminium foil with plastics material layers

15 arranged on both sides is known from EP-A-0 646 367, the layers having
substantially the same thermal coefficients of expansion to avoid distortion of the
blister base parts during the freeze drying. This condition is fulfilled with an
arrangement of identical plastics material layers on both sides.

20 The invention is based on the object of providing a laminate of the type mentioned
at the outset which is suitable for producing base parts of blister packagings for
pharmaceutical products which are freeze dried directly in the base part, without
the plastics material layers arranged on both sides of the atuminium foil having to
have the same thermal coefficients of expansion.

25
The object is achieved according to the invention in that the laminate has the layer
sequence

- layer A / layer B / aluminium foil / layer C / layer D, wherein the layer A is a
30 film 10 to 100 um thick made of COC/PE blend or coextruded COC/PE, the
layers B and C are films 10 to 50 ym thick made of oPA, oPP or PET and
the layer D is a film 10 to 100 ym thick made of COC/PE blend, coextruded
COC-PE or PVC, the layers A and D being different, or



sequence layer A/ layer B/ alumniumfoil / layer C/ layer D, wherein the
layer Ais a 30 film10 to 100 pmthick made of COC/ PE bl end or coextruded
COC/PE, the layers B and C are filnms 10 to 50 pmthick nmade of oPA, oPP or
PET and the layer Dis a film10 to 100 pmthick nmade of COC/ PE bl end,
coextruded COC-PE or PVC, the layers A and D being different, or 3 layer A
[ layer B/ alumniumfoil / layer C/ lager D, wherein the layer Ais a
film4 to 20 pmthick made of oPP or PET, the layers B and C are filnms 10
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grammage of 8 tota@0gmghickmade of oRfepr BET and,thenlaygr Poisia film 10de 100 pmayer

D, wherein the | gy; ' ' made of oPA or
PET and the Iaye?%‘ékmﬁfﬁf?gqgﬁ%&h&l%cé%x#ﬁééﬁc?l?ﬁd&m PE bl end or
coextruded COC/PE. The films of |ayers A and D nade of COC/ PE bl end,

coextruded COC/PE or PYC 15 preferably have a thickness of 15 to 60 pm the
films of the | ayderB fanmpilm el ! Byeper! faves D, wheteth e layprsBiand § #i9 and

the films of la | fi S a
coating, the | ayaie, HORFE6 RHACR madk OGRS 0P PEY ghE 19 8 Qs ok’
| ayer D forns thenade of PEosith agranymagerbid tsd@ig/img am outer foil on a base

part of a blister packaging produced fromthe | am nate according to the
I nvention. Apart fromthe special |ayer structure, the different chem cal

conposi t{n _and/ Gyertd? aflichinfirR Tbil #1dyeF IO/ fayeh 1, REhérdih e RivelfBeARd ©f afdhe
| am nate 1s a fundanent al
films 10 to 50 pm thick made of oPA or PET and the layer D is a film 10 to

100 um thick made of COC/PE blend or coextruded COC/PE.

The films of layers A and D made of COC/PE blend, coextruded COC/PE or PVC

15 preferably have a thickness of 15 to 60 um, the films of the layers A made of oPP
or PET have a thickness of 6 to 10 um and the films of layers B and C have a
thickness of 12 to 30 uym. If there is a coating, the layer D has a preferred
grammage of 10 to 30 g/m°.

20 The layer D forms the later sealing layer when sealing an outer foil on a base part
of a blister packaging produced from the laminate according to the invention.

Apart from the special layer structure, the different chemical composition and/or
the different structure of the two outer layers of the laminate is a fundamental
25 feature of the invention.

The aluminium foil is in a flexible state and has a thickness of 20 to 100 um,
preferably 30 to 60 pm.

30 The individual layers can be connected by covering with solvent-based, solvent-
free or aqueous adhesives, by extrusion covering, hot calendering and/or
extrusion coating with and without primer.



25 feature of the invention. The alumniumfoil is in a flexible state and
has a thickness of 20 to 100 pm preferably 30 to 60 pm 30 The i ndi vi dual
| ayers can be connected by covering with sol vent-based, solvent- free or
aqueous adhesives, by extrusion covering, hot cal endering and/or extrusion
coating with and without prinmer. 4 The filmconbinations preferred for the
| am nates according to the invention are g4conpiled in Table 1. The

abbrevi ated designations of the plastics materials on which the filns are
based nean
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| am nat e structures No. Layer A Layer B Al Layer C Layer D 1 25 pm COC/ PE

bl end 15 pmmmwgfﬂmsmemseﬂmw ‘pom COUPE coex 2 25 pm COC/ PE bl end 15 pm
oPA 60 pm 15 pm oPA 25 pm COC/ PE coex 3 25 pm COC/ PE bl end 25 pm oPA 45 pm
25 pm oPA 25 pm COUPE coex 4 25 pm COC/ PE bl end 25 pm oPA 60 pm 25 pm oPA
25 pm CO8 PgP#pesriehtetipalyardidd PE bl end 15 pm GHA 4pojyetiylepen oPA 40 pm
COUPE coex 6 40 pm COC/ PE bl end 15 pm oPA 60 %m 15 pm oPA 40 pm COUPE coex
7 40 pm CcocePE bpgﬁategmqjvﬂrgpﬂemg pm 20 pm oPAPM lodds 8 40 pm

COC/ PE bl en {g}kéﬁ‘ PA 40 pm (168 PE

bl end 25 pm g)%g ﬁgl %é%%bm h%?t%m COUPE coeX él%ggféoﬁnmnd 25
pm oPA 60 pOCOR pyclBEFéﬁaquWmam/ PE coex 11 25 pm COC/ PE coex 15 pm oPA 45
pm 15 pm oPA 25 pm COC/ PE bl end

10 Table 1: Preferred laminate structures

No. | Layer A LayerB | Al LayerC |LayerD

1 25 ym COC/PE blend | 15 um oPA | 45 um | 15 um oPA | 25 ym COC/PE coex
2 25 ym COC/PE blend | 15 ym oPA | 60 uym | 15 uym oPA | 25 ym COC/PE coex
3 25 um COC/PE blend | 25 um oPA | 45 um | 25 um oPA | 25 ym COC/PE coex
4 25 uym COC/PE blend | 25 um oPA | 60 pym | 25 um oPA | 25 pym COC/PE coex
5 40 ym COC/PE blend | 15 um oPA | 45 uym | 15 um oPA | 40 ym COC/PE coex
6 40 ym COC/PE blend | 15 um oPA | 60 ym | 15 pym oPA | 40 um COC/PE coex
7 40 pym COC/PE blend | 20 um oPA | 45 um | 20 um oPA | 40 ym COC/PE coex
8 40 um COC/PE blend | 20 uym oPA | 60 um | 20 ym oPA ! 40 pym COC/PE coex
9 25 ym COC/PE blend | 25 pm oPA | 45 um | 23 pm PET | 25 uym COC/PE coex
10 | 25 ym COC/PE blend | 25 pm oPA | 60 um | 23 ym PET | 25 pm COC/PE coex
11 | 25 um COC/PE coex | 15 pm oPA | 45 ym | 15 um oPA | 25 ym COC/PE blend
12 | 25 um COC/PE coex | 15 pm oPA | 60 uym | 15 um oPA | 25 ym COC/PE biend
13 | 40 um COC/PE blend | 20 ym oPP | 45 pm | 20 ym oPP | 40 um COC/PE coex
14 | 40 pm COC/PE blend | 20 ym oPP | 80 um | 20 um oPP | 40 um COC/PE coex
15 | 40 um COC/PE coex | 20 ym oPA | 45 um | 20 ym oPA | 15 um PVC

16 | 40 ym COC/PE coex | 20 ym oPA | 60 uym | 20 ym oPA | 30 pm PVC

17 | 25 ym COC/PE blend | 23 uym PET | 45 pym | 23 ym PET | 25 pym COC/PE coex
18 | 25 ym COC/PE blend | 23 ym PET { 60 ym | 23 ym PET | 25 ym COC/PE blend
19 6 um PET 16 ym oPA | 45 uym | 15 uym oPA | 25 um COC/PE coex
20 8 pm oPP 15 pm oPA | 60 pm | 15 uym oPA | 25 pm COC/PE blend
21 9 um PET 25 pm oPA | 45 pm | 25 ym oPA | 25 um COC/PE coex
22 10 um oPP 25 pm oPA | 60 ym | 25 uym oPA | 25 um COC/PE blend




.12 25 pm COC/ PE coex 15 pm oPA 60 pm 15 pm oPA 25 pm COC/ PE bl end

COC/ PE bl end 20 pm oPP 45 pm 20 pm oPP 40 pm COUPE coex

bl end 20 pm oPP 60 pm 20 pm oPP 40 pm COUPE coex

13 40 pm

14 40 pm COC/ PE

15 40 pm COC/ PE coex 20 pm

oPA 45 pm 20 pm oPA 15 pm PVC 16 40 pm COC/ PE coex 20 pm oPA 60 pm 20 pm oPA
30 pm PVC 17 25 pm COC/ PE bl end 23 pm PET 45 pm 23 pm PET 25 pm COC/ PE coex
18 25 pm COC/ PE bl end 23 pm PET 60 pm 23 »m PET 25 pm COC/ PE blend 19 6 pm

PET 15 pm oPA 45 pm 15 pm oPA 25 pm COC/ PE coex

20 8 pm oPP 15 pm oPA 60 pm

o) PE coet 200 10 e 05 s oAb T 4SBT A P i OO coox BT 53
9 pm PET 2528m oPA A8 RS pm otnHmPRAY 6UPE 226% oPA 1@ MP ORI Blepeh| oPA
om 000 PE 420 | 26 BN &0D 16 i ABATED| fal 1ol A BT bboa i SOPHE Bt 5,
9 pm PET 25 26m _oPA z&aurmePg,rpm PESEum?f@j WPB%D@PEQ 32&0n1\(606mE bengm oPA
om COUPE 08k 130 10 BITERP 25 bon WP 0| B0y ZHFERE noopATCERL e Brohg 31
15pnoPA 45pi815p o PA) LifgdPiP PE 322515|pmmA 60 ppm A5 prmcEET JEW"FEOCRE Blénprn oPA
45 pm 25 pragPA5—gm-PE—34—25prePA B0p25PR D" s Ie-—2—Him-e6PA 45
om 23 pm PEPY1Y g/ meHM P 25 pn?’% BR T bAb BB o BT LG 69%‘ 9907% OITPET
45pm 23pnPEE1§01':g/ m P&pm oPP 23 ym PET | 60 ym | 23 ym PET | 40 ym COC/PE biend

31 15 um oPA | 45 um | 15 ym oPA | 10 g/m* PE

32 15 uym oPA | 60 ym | 15 pm oPA | 10 g/m? PE

33 25 um oPA | 45 um | 25 um oPA | 15 g¢/m* PE

34 25 um oPA | 60 um | 25 ym oPA | 15 g/m* PE

35 25 um oPA | 45 pm | 23 ym PET | 15 g/m* PE

36 25 ym oPA | 60 ym | 23 um PET | 15 g/m* PE

37 23 um PET | 45 um | 23 um PET | 15 g/m* PE

38 23 ym PET | 60 ym | 23 um PET | 15 g/m* PE

39 15 ym oPA | 45 um | 15 pm oPA | 25 um COC/PE coex

40 15 pm oPA | 60 um | 15 pm oPA | 25 um COC/PE blend

41 25 uym oPA | 45 um | 25 pm oPA | 25 ym COC/PE coex

42 25 pm oPA | 60 pm { 25 ym oPA | 25 um COC/PE blend

43 25 uym oPA | 45 pm | 25 pm oPA | 40 um COC/PE coex

44 25 um oPA | 60 pm | 25 um oPA | 40 ym COC/PE blend

45 16 um oPA | 45 uym | 12 um PET | 25 pm COC/PE coex

46 15 ym oPA | 80 ym | 12 pm PET | 25 ym COC/PE biend

a7 25 ym oPA | 45 ym | 23 ym PET | 25 ym COC/PE coex

48 25 uym oPA | 60 ym | 23 um PET | 25 ym COC/PE blend

49 23 um PET | 45 um | 23 ym PET | 40 ym COC/PE coex

50 23 ym PET | 60 ym | 23 ym PET | 40 pm COC/PE blend

A preferred area of application of the laminate according to the invention is the

production of base parts of blister packagings for pharmaceutical products which

5 are freeze dried in wells in the base part.



38 23 pm PET 60 pm 23 pm PET 15 g/ M2 PE 39 15 pm oPA 45 pm 15 pm oPA 25 pm
COC/ PE coex 40 15 pm oPA 60 pm 15 pm oPA 25 pm COC/ PE bl end 41 25 pm oPA
45 pm 25 pm oPA 25 pm COC/ PE coex 42 25 pm oPA 60 pm 25 pm oPA 25 pm COC/ PE
blend 43 25 pm oPA 45 pm 25 pm oPA 40 pm COC/ PE coex 44 25 pm oPA 60 pm 25
pm oPA 40 pm COC/ PE bl end 45 15 pm oPA 45 um 12 pm PET 25 pm COC/ PE coex
46 15 pm oPA 60 pm 12 pm PET 25 pm COC/ PEébl end 47 25 pm oPA 45 pm 23 pm
PET 25 pm COUPE coex 48 25 um oPA 60 pm 23 pm PET 25 pm COC/ PE bl end 49 23
pm PET 45 p Myeiids X 2 P pm
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COC/ PE bl en erred area of application o am nate according to

t he i nvent i dollovdng descriptioh of iprefeoedbembodgiments aindowitls tee aidiok the deawings,
phar maceuti cal .produgcts ich 5 are freeze dried in wells in the base part.
6 Further é’@iwﬁﬁ%&éﬁ?’"@ﬁﬁ?l&'es and details of the invention energe fromthe
foll owi ng description of preferred enbodi nents and wwth the aid of the

drawi ngs, in which, schematically: 5 Fig.1l shows a plan view of a base part
of a bli i eFigdckagi ngghoWsg plancyiewofa bass pam of aldistes packaginge part of Fig.
1 along the line I-1; Fig. 3 shows a cross section through a first

enbodi nent of a lam nate for 10 producing blister base parts; Fig. 4 shows
a Cross sectpigm t hr oughoivss® SEEHbrEMPOUYHTE bate Part aF FiRA1Calohg th@ lIRE' 1l Ng
blister base parts; 15 Fig. 5 shows a cross section through a blister
packagi ng made of a base

Fig. 3 shows a cross section through a first embodiment of a laminate for
10 producing blister base parts;
Fig. 4 shows a cross section through a second embodiment of a laminate

for producing blister base parts;

15 Fig.§ shows a cross section through a blister packaging made of a base
part with a sealed-on outer foil.

A base part 10 of a blister packaging shown in Figs. 1 and 2 consists of a
laminate, from which depressions in the form of wells 12 are formed by coid-
20 forming. A single dose 14 in liguid form is located in each well 12.

A first laminate 20 which is shown in Fig. 3 for producing the base part 10 has the
following layer structure from the outside to the inside:

25
22 layer A for example film made of COC/PE blend, 40 pm thick,
or fiim made of PET, 9 ym thick
24 layer B for exampile film made of oPA, 20 um thick
30
26  aluminium foil for example 60 pm thick

28 layerC for example film made of oPA, 20 pm thick



part wth a sealed-on outer foil. A base part 10 of a blister packagi ng
shown in Figs. 1 and 2 consists of a |amnate, fromwhich depressions in
the formof wells 12 are forned by cold- 20 formng. A single dose 14 in
liquid formis located in each well 12. Afirst lamnate 20 which is shown
in Fig. 3 for producing the base part 10 has the follow ng |ayer structure
fromthe outside to the inside: 25 22 lay& A for exanple film nade of
COC/ PE bl end, 40 pmthick, or filmnmde of PET, 9 pmthick 24 |layer B for
exanple filmmde of oPA, 20 pmthick 30 26 alumniumfoil for exanple 60
pmthick 28 | ayer C for exanple filmnmade of oPA, 20 pmthick 7 30 |layer D
for exanpl e 30i | mlayedd of COC/ PE fopexample filim made lof CIOE/REgeex, 40 pmithickl at er
outside of a blister base part produced fromthe lamnate 5 20 and the | ayer
Dis the sealing side for sealing on an outer foil. A second |am nate 40
shown in Fig ' ik t '
structure f?gr%l]‘ ta Rgféﬁ? gﬁggét?gopﬁd?%z?d@%&%ro 44 ggltedr? S%U(%%&r hgg(“aﬂrr% Wﬁf’tne’l
made of dPA201andthetlayekD isthensealing side fari sealing cewamplter4Gil.om t hi ck 48 | ayer
C for exanple filmmade of oPA, 15 pmthick 15 50 |ayer D for exanple
coating of PE, 15 g/n2, or filmmde of COC/ PE coex, 40 pmthick The | ayer
B is the | atekesshd ilsfirite A005héWATInbRige dPRrtprbading el base paft 1@MastRe 20
20 and the layer Dis the sealing side for sealing on an outer foil.

following layer structure from the outside to the insige:

10 44 layer B for example film made of oPA, 15 ym thick
46  aluminium foil for example 45 ym thick
48 layerC for example film made of oPA, 15 pm thick
15
50 layerD for example coating of PE, 15 g/m?, or film made of

COC/PE coex, 40 pm thick

The layer B is the later outside of a blister base part produced from the laminate
20 20 and the layer D is the sealing side for sealing on an outer foil.

During freeze drying with a base part 10 shown in Fig. 1, individual doses 14 of a
pharmaceutical product in liquid form are introduced into the wells 14. The base
part 10 then runs through a freezing station, in which the individual doses 14

25 rapidly freeze. The base parts 10 with the frozen individual doses 14 are then
freeze dried in a chamber under a vacuum. After the freeze drying, the base parts
10 are closed by sealing on an outer foil 16, for example an aluminium foil, which
can preferably be peeled from the base part 10, to produce the finished blister
packaging 18.



During freeze drying with a base part 10 shown in Fig. 1, individual doses
14 of a pharmaceutical product in liquid formare introduced into the wells
14. The base part 10 then runs through a freezing station, in which the

i ndi vi dual doses 14 25 rapidly freeze. The base parts 10 with the frozen

I ndi vi dual doses 14 are then freeze dried in a chanber under a vacuum
After the freeze drying, the base parts B are closed by sealing on an
outer foil 16, for exanple an alumniumfoil, which can preferably be

peel ed fronkﬁggpgase part 10, to produce the finished blister packaging 18.
8 Cdains 1. -formabl e | am nate made of an alumniumfoil (26, 46)
covered on both sides with plastics material for producing base parts (10)

Freeze dri ed-i h QA TBALRPIS Joinatn shads BF A lumRLOI B, #8hPRRTES @ Boti
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[ layer C (28) / lTayer D 10 (30), wherein't er Ais af 0
pm t hi ck Sade ofpacCkagirgs (h8kfar pharoweeuticalcproductsFE4) which aye freeReadriedCirar e

films 10 to 50 t hi ck de of oPA ,oPP or .PET and.,thg | r.D i film
10 to 100 pm ¢ AR OIEILAGT Baraqerisd iy thel, 1g lainate 20pE; has,dhe tager
| ayers A and Dgaaiagedli fferent, or 15 - layer A (22) / layer B (24) /

alumniumfoil (26) / layer C (28) / layer D (30), wherein the layer Ais a
film4 to 20 pmthick nade of oPP or PET, the layers B and C are filns 10
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10 (30), wherein the layer A is a film 10 to 100 ym thick made of COC/PE
blend or coextruded COC-PE, the layers B and C are films 10 to 50 uym
thick made of oPA, oPP or PET and the layer D is a film 10 to 100 pm
thick made of COC/PE blend, coextruded COC-PE or PVC, the layers
A and D being different, or

15

- layer A (22) / layer B (24) / aluminium foil (26) / layer C (28) / fayer D

(30), wherein the layer A is a film 4 to 20 ym thick made of oPP or PET,
the layers B and C are films 10 to 50 ym thick made of oPA or PET and
the layer D is a film 10 to 100 pm thick made of COC/PE blend or

20 coextruded COC/PE, or

- layer B (44) / aluminium foit (46) / layer C (48) / layer D (50), wherein
the layers B and C are films 10 to 50 ym thick made of oPA or PET and
the layer D is a coating made of PE with a grammage of 8 to 40 g/m?,
25 or

- layer B (44) / aluminium foil (46) / layer C (48) / layer D (50), wherein
the layers B and C are films 10 to 50 ym thick made of oPA or PET and
the layer D is a film 10 to 100 pm thick made of COC/PE blend or

30 coextruded COC/PE.



- layer B (44) / alumniumfoil (46) / layer C (48) / layer D (50), wherein
the layers B and C are filns 10 to 50 pmthick nade of oPA or PET and the

| ayer Dis a coating made of PE with a grammage of 8 to 40 g/n2, 25 or -

| ayer B (44) / alumniumfoil (46) / layer C (48) / layer D (50), wherein
the layers B and C are filnms 10 to 50 pmthick made of oPA or PET and the
layer Dis a film10 to 100 pmthick madegof COC/ PE blend or 30 coextruded
COC/PE. 9 2. Lam' nate according to claiml, characterised in that the filns

Coext T uted doc. Lara@itacSrditd o 2im: b dtbBbBrTad i, Has i vk B 508 bz &
according to cl 22 dnd Wegmcsmrwmeﬁ aré rﬁé@é of COC/PEBIdHd bPeobRrided 60¢42)

whi ch are made of oPP or PET have a thickness of 6 to 10 pm 4. Lam nate
accordi ng to cl &menPVEnhavea ghickress of thix6Q wen.fi | ns of the layers B (24,
44) and C (28, 48) have a thickness of 12 to 30 pm 10 5. Lam nate accordi ng
to claiml, characterised in that the coating of the layer D (50) has a

gr ammage 5f 310 mnﬁﬁawé&or&ng&ammme cieaacterised i titdt ahé@films of e i gérsaed
in that the al um nium foil 15 46) has a thickness of 20 to 10

preferably 30 t{A&ovpigh arenugd,e@fOBPlcurREﬁhevq achickpgssietbtelilAgiMmo any one
of the preceding clains for producing base parts (10) of blister packagi ngs
(18) for pharmaceutical products (14) which are freeze dried in wells (12)

in the base 4par Lafrifate according to claim 1, characterised in that the films of the iayers B
(24, 44) and C (28, 48) have a thickness of 12 to 30 pm.
10
5. Laminate according to claim 1, characterised in that the coating of the layer
D (50) has a grammage of 10 to 30 g/m°.

6. Laminate according to claim 1, characterised in that the aluminium foil (26,
15 46) has a thickness of 20 to 100 ym, preferably 30 to 60 ym.

7. Use of a laminate (20, 40) according to any one of the preceding claims for
producing base parts (10) of blister packagings (18) for pharmaceutical
products (14) which are freeze dried in welis (12) in the base part (10).



