; ABe3ev: i v7~~t (6T: %9 * 166166* 1 6 O C T 200Z +esikbre present inve&dﬁmm
rel at'es to packagi ngs conprisingat least two filnms which wap a of
encapsul ating material. Packagings of this Ilmﬂlul mmﬂ" enerally known in
"the prior anke off fiy 0747942 di scl oses a nol W Hmnsert &%@H? in a
plastic film eseaIed package conprises a_ to n ey
are used in particular for encapsul ating el #W"ﬁlﬁl‘,’ﬂ"’lﬁmﬂgonents by transfer
nol di ng. Transfer nolding is a technique in eterm ned vol une of
encapsul&&ﬁﬁglﬂﬁmﬁwﬂ&éﬁ&sed out of a di spkeeemrent chanber, via .
‘.runners, into cavities of a nold. The encapsul ating materi al used often is
o a therm)settl ng plastic, for exanple a reaction-curable resin. Such

mat er i al Ehearasent ventioy &dlajestia paskagings gomprisingray |eps e Alms Wiridy wepe golime ofs

pr ef erre gate such a material in such packaging. The
di spl acerrer?gul%ﬁggﬁug I's usually a piston chanber "pot" in which a pI unger

can be di, ﬁ@@&f thiS¥a E@%igs%rél qcn@v%: '{?ﬁ]%r %njtq fp IO%?%QZ gli 9§8§£ %ltg co ; %1

encapSU|p§£wa FabRatd esa cp arg
aid of tH@'ap IHBQ lrectrf)-ﬁ eco}nwgne?{s blga ﬁ?e ftr s%rr}xgol g% ?r%;l l-lle%ue f d paftlc

prefera lréﬁeﬂ ﬁfﬂned fcabdulatth gtgn 0 adxs

t ranSf e'l}c)av é Q gl’Ol At l‘ useé olgtenaxs a he oseﬁsﬁ%raas F gor }ﬁ F\glne%ﬁ, m:o able
cavi ti €3es é)tl l @r?ﬁl v1r nmen éﬁ;lretts el 1 gﬁ Fgr %ﬁfléw
exhi bi t%naYe?lan a{i e >0 SUrtaces of the aP%eE}‘i“a? i T
t he runners an Theref ore it is an advantage of using such

packagi ng because these surfaces are covered by the filnms of the packagi ng.
The two filnms are connected by closure seans and fil.m seans which are for
exanpl e The ddplmaherhyhamiedis mg;anh@bnstm lchdnit@r tiot"Vih thich e haiger caf beadw;ﬂmthdaﬂyve

The filmsea Ss_.of :
ol di ho PREE B ERSTEP B e AT B PR e bR i i LR ow

out ©f tchengeackiate aig obeewkapgert he first and second filns of the filmflap.
During production of the seanms, in particular during production of the

cl osure seans) stress is introduced into the filmmaterial. The undesired
stress iThe bmﬁlh@dftﬂub@kmgifahﬁwéa@t dnbgprafeablpitky, tob-1dyeefial mumreu@eﬁ:m 30 As

a result, deformati S creases and corrpugations

Fi Lt e ea e Sty e Hernbn e il Bt Blios BRtest el of "
consi dem&hh@ld ats erapsalating mhteridt isoftent ntakbexamleasmmnede@rgeapﬁuésafnnmgxe

mat er i al ead t n _delive nca t|n teria
ond Tnodtites e g scaturn {haory oF RS Ao e ke SPFERE EBobedarRpa gt abh,
| ead t o phtiagikabreasé thedeauifaten e Sowtedtbly @heCfilink bf B8 padkhgihg.t he result that in
that event the cavities may even remain entirely enpty. Uneven delivery
must 3~ al ways be avoi ded, because the conponents to be encapsul ated, for
exanpl e ‘ﬂh@&yo Blfn@ aﬁX:bﬂireBtEdl ¥y Sl6dusd §ehrﬁ£and fitmSedns-which 4ro @dr eXfohf3Ogrbdlitddby

PCT/ EP99 nenté whj eas L% E’ﬁ dama%ed by uneven tr@nsfer of
t he encéﬁ’g e ?t‘fﬁ’ Pémt he aighq ai‘ﬁ S‘Y%E fimpeamya © IHWET {BPAST

pr obise Mdufifg Wﬂbt@&shéﬂrﬂi‘tﬁdl1h§)tthDbé&61|nblHé@he@ﬁﬁth&&ﬂbnﬁ@mﬂtmg materidl €ancitjweditt oD f

t he present |nve tion hs to prow(gfgil % 31 to the above nentioned

pr obl emBiReckagye peryeendpglirst and seropd Bims ot e diinrd'®Phat at | east one of the
films formng the filmflaps) is provided with one or nore incisions which
are nmade_near the clfoﬁure seans .or in . that in thfe vicinity of the .closure
seans a [b\ﬁ}ngp ucnono the seams, in particular during production of the closure seams, stress is introduced

into the film material. The undesired stress is located substantially in the vicinity of the closure seams.

30 As aresult deformations, such as creases and corrugations, may occur in the film flaps near these
locations. These deformations can represent a considerable obstacle to the flow of the pressurized
encapsulating material. This can lead to uneven delivery of the encapsulating material and unevenly
filled cavities in the mold. In serious cases, this may even lead to blockage of the runners of the cavities,
with the result that in that event the cavities may even remain entirely empty. Uneven delivery must

35 always be avoided, because the components to be encapsulated, for example ICs. are extremely sensitive



the filnms formng the filmflaps) is cut away. Form ng incisions allows the
undesired stresses to be elininated and any creases and the like in the0LT 2002
film~0 flap(s) at the location where encapsulating material is delivered
during use tWonsﬁV@lded The nunber of incisions is not parpbﬁghg%h%9
limted) but it is preferable for the ingisions to be formed in suc

manner that at Ieast that part of the fil'mflap through which the
encapsulatln ver durin made tress fre 15 In
par 11 oul sl e By i Eudotieed by e Feiiinel S e PR LS ar o

- situated m,ﬁrestehteakumstdymmfe prdb&nﬁmlchSum&tcaﬁb Rludiog disepal@pi Ng i s knowY
inthe prior art as a "pencil”. In this case the invention provides a very
successful and sinple solution for elimnating the induced stress w thout
havi ng tWtﬁbﬁj&@%fﬁhB@m@@ﬂ)ﬂ@éﬁtxbﬁ)ﬁ% proRide @ EolRidady fe ABoveMRRBoRa pHBRMNES, to &t

Particularly in the ca g an el ongat e packgggaﬂ each filmflap is
provi ded Wt'hChéWc‘ieWcPfié'? At af [5agt pee fjths tHims Jorgpin mcfapes) isepraide i ithqnepraRRiat e

packagi NGndAyhs WATHR fateSade Neur & cld3tire SQRABE ¥ thdt WPthk Licith LAMS clodute dehBs 4 Adrf &7
case, it is_25 advantageous to dispose the incisions in substantially

symet ri dbg filgs fewipshe Hmilgsbe cutayay-he principal. axis of the packaging. In
a particularly preferred embodi ment of the invention) a section of the film
flap is renoved by incision in the vicinity of each closure seam on both

si des t hdomming lntﬁ@n%%'ayétf@ﬁmtqﬁ@edsﬁéretsma bk inated andeamy gredses and3le litin the film

parti R)m eﬁagéé) ﬁrtt\etlbcﬁ%n wlpell]é en‘é@zdshl g #er%?‘s%gmge%@uhgé Ls)é tQWBI%QCQN ar. Al

this will be explained in nore ow W th erence to
description of the figures. The production of the packaging is for exanpl e

made accglihg 'n[;'rgbetr gf lgta?tf)lgs% {l&\ﬁdaxjagulgr gﬁlﬁlted%gt 19}9:‘_?ﬁra% Zt‘g{k%e gtgllsﬁﬁsﬁ)gg ?oqmed in

encapsul
PCT/ EP9 9/sO¢2m719an'ﬂ¢r thyat aqdpasn@ataaas o€t fibm flap thmough whichl tleeotrpsulgping omtedhl is delivered

encapsul t ng thereby an S2shaped obl ong contai ner and at
| east onéﬁP&%ﬁr%fﬁhE§€$£@6€Lrlng the filmflaps) with a second sheet of

fil mend connecting the two filmns together by tmo fllntseans whi ch extend
nt ai. ner end to the oth

I h
arong t eIH a'gr? iunaé(‘;t{le pacﬁagaté%gsf ant%cgtgéts ﬁllagi: ﬁtbdntge closure seams are si ated in the vxcmnty o? its

closing t op Sli
ends. Such an elongate packaging is known in the prior art as a "pencil”. In this case the invention

provides a very successful and simple solution for eliminating the induced stress without having to
change the conventional way of producing these packagings.

20
Particularly in the case of an elongate packaging, each film flap is provided with an incision in the

vicinity of each closure seam.

An elongate packaging may comprise one or, preferably, two film flaps. In the latter case, it is
25 advantageous to dispose the incisions in substantially symmetrical places with respect to the principal

axis of the packaging.

In a particularly preferred embodiment of the invention, a section of the film flap is removed by incision
in the vicinity of each closure seam, on both sides thereof. The shape of the section which is removed is
30 not particularly critical, but will often be substantially quadrangular. All this will be explained in more

detail below with reference to the description of the figures.

The production of the packaging is for example made according to the following steps:

1. Cutting a strang of extruded encapsulating material into pieces.



4. Making incisions in the filmflaps) in at |east one of the two fil ns6iQ0T 2007
the vicinity of the lateral ends or renobving a part of the filmflaps) in-
the vicinity of the lateral ends. 5. Sealing the lateral ends of the

cont ai ner w | osure seans up to a predeterm ned hei ght and bendi ng
the filmto \%'gr“’%ﬁvs\@i’fher one or two filmflaps. to The way i nPW{FEQr?/OIZﬁg
packaging is produced is not critical. The incisions could also be nade in
the fil msheets before making the packagi ng or the closure seans can be
made bef ofe M@Pqu|aﬁ{le§é%frfﬁ_{néf%mﬁw§a Piecqpleenrapyatingaitterial fasapnaibereby 37 2nor e
.detail bel owsﬂ%gdrbbrogé@an@ag&tqgggoﬁpgﬁnggpd drawi ng, in which: 15 Fig. 1¥
shows a perspective view of the packagi ng according to the invention; Fig.
2 shows a3pefeyseng ihe &lnyflengs)ovitha speond sheet of]fidip d@nd ¢dnngetifg the tv@> fimovagether by two
perspective ¥ r ] V. i terial;
0. 4. shove! B S ufth SYHKIRGE b aRGR e B fin SLIARIENEH A8 o8, =)

vi ew of the geungtlysriiy tapcide ofithgecantainehe i nvention with filmflaps fol ded
upwar ds; Fi gs,....6a-¢c._show.t he si bl e _enbadi men of .inci.sjo cording
to the i ng'en |18rr11g, mglﬁl\épslfpé}?em}mgﬁgs mé’p%%srt g?)eecgt |e\r}gv°ﬁnés\'/\'/n(t)hfe THE poggrl?g%frﬁlgends
wher e the fibdmehbdaes mrtef theifire dap(e)ge theedcitiyy dof tretlstem! eadal i ng points. 25 Fig.

1 shows packagi.ng, 1, accor di to . t.he i.nvention conprising a first fi|m.?2
and & secona oy Tatrglafi Sl e st ER ofRe ST it SetrbiPernndl el B e
of an S2. Thienling g filth karforn aittedr bitecor e filadfldps] m 3 are joi ned together with
the aid of two filmseans 6 and 7. End parts of the first film2 are seal ed
togetH r by closure seans 4 and S. The filnms 2 and 3 wap an el ongate

vol une of TRNGAIA whith tRPackatifg isdkoddcadnsindt Qfitldal. e friclsithi doaRisalsd bR MAdBintthy fakgh
whi ch, duri ng nol di n_%, -t he encapsul ating material flows out_of the 30
packagi ngshfet? hitfere making themaskagipg o theclpyrepeams cande mage before e flmsyg\38wMage 4
PCTI E P99/02479 The | ocations indicated by g clearly indicate | ocations
where a quantity of film material has been renoved from each corner, of the
film fl apdhedmyRtonds explained ip peredstay below| Withfefersacete fherappendsdlyavige.dyhicht y of
filmmaterial, but it is preferred. 5 The filmmaterial which is used to
make the packaging 1 preferably consists of two | ayers. The first |ayer is
a for exaEﬁSlb a PBTOY0} Pergpsehive Niswsd chsrpgchagipe pecording tp g dpvedionanor phous PET
(a-PET). The first layer has a thickness of about 30 umand a nelting

t enper at ugg, above RNG peMRERRS W 2388 0ed AT has a thickness of about 3
um and becones sticky at a tenperature of about 1 I10C. The film seans 6 and
7 as

Fig. 3 shows a perspective view of an extruded, elongate volume of encapsulating material;
Fig. 4 shows a perspective view of a second fiim;
20 Fig.5 shows a side view of the packaging according to the invention with film flaps folded
upwards;

Figs. 6a-c  show three possible embodiments of incisions according to the invention; and

Fig. 7 shows a perspective view of the packaging where the film flaps are joined together by

further sealing points.

25 Fig. | shows packaging 1 according to the invention comprising a first film 2 and a second film 3 which
form a container. The first film 2 has the shape of an Q. The first film 2 and the second film 3 are joined
together with the aid of two film seams 6 and 7. End parts of the first film 2 are sealed together by
closure seams 4 and 5. The films 2 and 3 wrap an elongate volume of encapsulating material 9 and form
two film flaps A and B through which, during molding, the encapsulating material flows out of the

30 packaging ! into the runners of the mold.



| o well as the closure seans 4 and 5. can be made by pressing the fllnEUETZMZ
and 3 with their a-PET layers facing each other against each other with the
aid of a stanp heated to about 120C. The film seans 6, 7 can thus be opened
agai n w t houty after they have been forned: they are s

peel abl e. Suiﬁggggggﬁlns are al so known, fromthe European pa?gh%gégmﬁgg
370'564. ~5 Fig. 2 shows the first film2 which is a sheet of filmfolded

to an S~-shape and formed with two filmparts 10 and 1 | which ace used to
produce the lower parts of the filmflaps A and B. Fig. 4 shows the second
fil m 3 whilbhlofasions indicateartyl agarlg hdiebte ddcatidos whevkiagharitisy of St maeriabhag bednhe

fol ded first 2 -an

faps A arogd 1R @cftorkledy e B sl B Higag: BB lhBREePtrds B hathiPhe
cl osure seamnnﬁmuﬁlametk@nhamﬂorned 20 Fig. 3 shows a perspective view of
an el ongate volunme of encapsulating material 9 which is intended to be
accommbdat ed in the packaging 1 produced with the aid of film2 fromFig. 2

and film 3hd filgthdiérl wl41ch Amsai 0 RERd the y&km% 1$§ret€ﬁ§m%§hb|ls@§df@\go r&rThalfird) léyan
be produced, for exanE ext rusi on i n_which e packagi ng

i s productd ferexpmrle p§ T.f@mnarthe;ﬁe@nd layerds a eyt OﬁﬁVOI’P%FR’é PET\MTEET» dhe §f5§flaé5?’ has
forms. Pr ° t ous

trand and TRasy UratbHA0TRCGRSH RIng M RRLEY il L€ cHAe he ol GO0 taE

wr apped athodmads of dboutBaun giddeeones stickp atst teraprlatire af abogt BIH° G Jén ifily sékhs bendd en

and | 1 e Re e AP sar T b ARGy e IER PR P ORI GEL P and

t he cl osufainge/f®thir a']gaﬁhl%t&ad&‘mdil(ibr with ¢he QST U s mMpDB4Ted th abors awbmmdm feaho6,g or
after the fan1seans 6-a have been for ned. ghklnq seans |§ engg to
mean any G510 PR ?ﬁjms‘é*&mt apage afterhey bave Aeep dommsd Aanissieola 6 BRUPT 0 i
the ai d ofuiaBledhest ¥go kiOAlfrokid ERbp eangitembtwmwl ng, ultrasonic welding,
etc. 35 ~s~~~~ WD 99/5.i 110 PCTI EP99/ 02479 The cl osure seans ~l, ~ are
often made in the way shown in Fig. 5. In other words, after the film seans

6 and 7 haye Q@@glmem.eﬂhﬁ Bevh&%tm&i oéémafafhe&f’o a%r:@'s'me smowd%fhswfﬁmﬁm

f|In1fIaps A and B are renoved by cutting or punching in order to formthe
final shapeangfllihéchiard ysed toappesuge thalgwer party eﬁth? film flapsr dnddh igad alinivsphesgeeond

fol ded UDHRE §i§/ 109‘ s achtX)%hﬁps gggf ﬁinp§fx'i'élﬁ g@%c%eﬁ&g fol:_fdé%lr st'mqe@fw(u 3an§t‘3am5
in this case t erefore tend beyond t $1°aps A and B. This frethod
ensur es t bretuceitie Uemmplsmfahq frig fh!as srndB. 19 Figs lsdaekwéélsmllll ipdieatecthe inseridng Where
packagi ng mflaps A and B is characterized in that

t he Iengtﬁéooxpﬁe @or’er 0 g?${ e filmflaps A and B, which runs parall el
to theofilmseans 4 and 5, is shorter than the distance 21 between the two
closure s cut Niafo R q

filmfl apgﬁg@Sh%gggger& ecm%aI‘&éﬁgg??%qt%%l%ﬁygeﬂ&g L{lﬁn;?#m SI ggnsﬁ]%{so&e%&gfl | m
flaps A ahdadBQmmeda@IdowhmpmckEgn%l prﬁéucadld'ntﬁthe al&ufﬂhar"rfmreElgllanﬂﬁhpdsfmanle 40
provi de o 0 he filns 2 a L i ons

bet or et nan oty o sffasiiidl maifls akt boaicld, Groditbe Warhibe 0

i ncisions for use in the packaglng 1 accordlng to the invention. |5 These

i nci sions.are sho ccordan

wth che BPeERtm g g Paket i FSatRL§ Bo GafisTay HARSL @a gy e FSGEL IS 5
subst ant i #rhy. perpendlcular to the f|In1seanB 6, 7. 20 In Fig. 66, in a

di fferent enmbodi nent, the incisions 16 extend fromthe corners of the film
flaps A, B at an angle of approximately 45 to the principal axis of the
packagi Ing gile.ferﬁﬂy,\tﬂd ehcdpmm;@aﬁatefrﬂanmithﬁevaanmﬁmg stfahd aiid, thé i Slivohis fmg to
may include the re of nmater ) i ncisions 18 are r in
Suoh . AP AT Y S A BRI R abiseE T VR P AR RS (D
flaps 36, Bhe f2refedmahlh yrHethé mérﬁlms, iOpladed bR tHeSpaits €0 4TRIAE sb Bs 1@Id3e bifkines 2, 3
(Fig. 1) of the filmfla i's possible, however OV|de on

one of théP§ing - ’z‘henéhwlmefmﬁcﬁfgﬁdaﬁgd&e W 8gaEs 13 grepmage 73"???6 SFRSKA g°?’hg
1 having addiabd @t o%nﬁetﬁw&aa@mmsze\ﬁ@&rfgnﬁéaewﬁam fdabng®s iRendtd 1Smedn dnbe
filmflaps A arid B are optionall ¥ oi ned toget her. The caonnecti on_points
22 are ar rangeforaing seameHer @‘G@Eledﬁc de]ne afihgsiye 1bpred¢r§ wittpihe aid of Fhadhesiye heat-sealing,
preferablmopgg@wa&n%m%ng a3c.the filmseams 6 and 7. The connection
points 22 prevent the fi flapg A and B from opening and curling when the
packagisng | is placed into the heated nold. Connection points 22a are
preferably | ocated near the corners of the filmflaps A and B




35 Because the filnms 2 and 3 reopen at the connection points 22 and g;mjm
‘typi cal nold tenperatures of 16 0CT 2002 WO 99/54110 6 PCT/ EP9

| 80C they have no negative inpact on the transfer nolding process itself,
even if sone of themare accidentally placed in a runner. Instead of
connecting tW@®P# {1 aps A and B together at points 22 onl yPGHERPEIPd of
course be joined together along connectiadan |ines. 16 0CT 2002 W
99154110 PCT/ EP99/02479 7 CLAIMS _ ,~ 1. Packaging conprising two filns (2,

3) Wrappi mge doifd sedims 05 a@%@@ﬁ\hﬁeﬁﬁ 'tHagvam@lli(ﬁJn' iRFig( Din ottbENGHL 2R@ SR dnliS
first film(2) are seal ed together % two closure seans (4, 5), wherein the
f

two fil msaqdy hasg begp made, f*vi.SFfé*e"St Fed hbrrowiy the somessnfike film, Tapy Avgad Blareagmensd
al ong frogy QfgngSr PRkhRg REAREEr Qcﬂfon#)hetfmaltshfpe%% 48 film am ARG 8 Thed BE Al h£B§ A2

3) format” | east one two-layer filmflap (A, B), characterized in that in
the fil m piddpary fqlded upyargs, aft@a@vchdhﬁaclwretsn@nsﬂ angs aresmﬁdeowmeﬂwam intthig pase or
more ipci

the cl gsurﬁllg%g%ea. éx@en %g’yon%ﬁxe fi :l'lﬁ)ﬂa ﬁfﬁ{dﬁ T‘hﬂt;r?egﬁa\é 'tﬁaykhg 69&g?dla? ﬁg&lgtg{)ﬁ 9qg
flaps (A SlByessfgll)smmﬂénﬂ thhaapkam% HiThe shapeof(tieifiln fbes wead Btik eharagtsrizddas thatehe

seam (4 1e3dn of ) éorg.{:%‘éﬁéﬂle B AGEA a8 wh2n Bled) {Péﬂ'el icgzﬂé‘igﬂe% L7584 0 hbRd

it has anefonga e an indi sl ong? are"ocat ed
in both fthlamﬂxe@B;an&)Zl bBtweBatbkaigl dguaceamsdiang St o claim 1 or 2, characterized
inthat the films (2, 3) are joined together at ~5 connection points (22)
or with connection |lines which are arranged al ong the edges of the film
flaps 1§ A; irSjead &F. cuﬂtiﬁgarﬂfrcrhdi\algpmaha)@ihﬁ@lrﬁﬂamr/dhml(ﬁ it @ addo pio%lﬂé toQfieke ofly tie@ions

p'rb\ez\eg\ISng\m% @Wapﬁﬁ‘r gsoshg\pr? o glél %[ and %L.%%LCOHQIIOI%, ﬁ?s 0551 Q Eosprovxde on@orY A
+{ val gb] XbeiRbedd EmsCahe 3 lieahotnloe akspherfaaine phdkadisalsgadduaddcal cal ca] cal ¢
a] ca] ca] ca] ca] cRa] c<al] c<a] c<a] ca] caU] ca! "adJ8PI Q $g}xsnid_Z]]ca] ca]ca]ca]c
a]J ca] ca] ca] ca] ca] ca] ca] ca] ca] c(a] ca] ca] ca] ca] ca] ca] ca] ca]ca] ca]ca]ca] ca]ca]
ca] ca] ca] ¢ak.a-tlshadv three embodiments of incisions for use in the packaging 1 according to the invention.

oo i o sl el b oo

figures.
Fig. 6a shows incisions 15 which are substantially perpendicular to the film seams 6, 7.

20  In Fig. 6b, in a different embodiment, the incisions 16 extend from the corners of the film flaps A, B at

an angle of approximately 45° to the principal axis of the packaging 1.

As will be clear from the above description, incisions also may include the removal of material. In Fig.
6c, incisions 18 are formed in such a manner that wedge-shaped sections 17 are removed from the film

25 flaps A, B.

Preferably the incisions or cutouts are made in both films 2, 3 (Fig. 1) of the film flaps A, B. It is

possible, however, to provide only one of the films 2, 3 with incisions or cutouts.

30 Fig. 7 shows packaging | having additional connection points 22 where the two films 2 and 3 of the film
flaps A and B are optionally joined together. The connection points 22 are arranged along the edge of the
film flaps A and B. They are preferably made in the same way as the film seams 6 and 7. The connection
points 22 prevent the film flaps A and B from opening and curling when the packaging I is placed into
the heated mold. Connection points 22a are preferably located near the corners of the film flaps A and B

35 Because the films 2 and 3 reopen at the connection points 22 and 22a at typical mold temperatures of
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flap(s) (A; B) at least one of the films is provided with one or more incisions (8; 15, 16, 18) located in

the vicinity of at least one of the closure seams (4, 5) or in that the oblong border (20) of the film flaps

(A; B) is shorter than the distance (21) between the two closure seams (4, 5).

2. Packaging according to claim 1, characterized in that it has an elongate shape and in that incisions

(8; 15, 16, 18) are located in both films (2, 3).

3.  Packaging according to claim | or 2, characterized in that the films (2, 3) are joined together at
15 connection points (22) or with connection lines which are arranged along the edges of the film flaps (A;
B).

4.  Use of the packaging according to at least one of the preceding claims in order to encapsulate

electronic components,



