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will bond to the shoulder/nozzle material and the polyethylene terephthalate layer or ethylene

vinyl alcohol layer will be in contact with the product to function as a barrier between the
product and the shoulder/nozzle. U.S Patent Application 2005/0029216 is directed to a
preformed insert that has a particular geometry. However, that geometry appears to be
disclosed in the aforementioned patents.
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[006] The method can comprise a plurality of stations, the die cutting of the film
laminate to fit into the shoulder/nozzle being at one station and the sealing of the film
laminate into the shoulder/nozzle being at another station. The die cutting of the film

laminate to fit into the shoulder/nozzle comprises two operations, one is to form a nozzle
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[018] Referring to Figures 1 and 2 concurrently, Figure 1 is a top plan view of the
layout design for the equipment to make the shoulder/nozzles 10(a) of the present invention
and Figure 2 is a side elevation view of the equipment. The equipment and the
manufacturing method comprise a hopper 12 which holds a plurality of molded
shoulder/nozzles 10 for tube packages. The shoulder/nozzles 10 are conveyed from the
hopper 12 by a conveyor 11 to a sorting and aligning table 14 which is a part of a
shoulder/nozzle unit 15. The sorting and aligning table 14, through vibration and other

means, causes the shoulder/nozzles 10 to align in an upright orientation, that is with the

nozzle end 13 oriented upwards, as seen in Figure 6A. The oriented shoulder/nozzles 10 flow
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hat the severed portion can fit the shoul der o
the h@lfmluhamirrcﬁ nodepicadd® updthdefmdtenidly mfethe §im dine5H /& htm/\nhe in

Ei qur es d 4 i.e il l,am n 28havi
shou A5 1P, THpard o el et Wi of pER A Y fgperitie Between
149° sheul 2P C fos aitifEefimebétiten 6.Buddhas 4D Blsecokds afd S6te

of shoul der/ nozzl es 10éﬁ%%%nOM/MAth the filmliner

prefepphoptyverget 1 d anb2dRh dae fgms d thelvgep Ost segorgdsiang 0.9
secorid! P ‘:’11%%8% a?pﬁ)'li?g bg Ghe 11%tateh*}xgand d ?(Lthg#ﬁ%)ﬁlh%( /@o‘%&l%gg e

statio eterm ne I ner
prefetzhby teeecen) logpand ¥ bansed hede pref@atilh éectsivon ddetsar mod Zlber. The

inveniig)g bgd}ort[g%)?teeé%{ln 3%11%1? 12? %1[3‘)61'26 ge\émlgql,\allraqlﬁrgtrglgé) ;SIH%EHE:} pressure, however,
unles§ kﬁf@’éiﬂcgf‘y Shinkd¥e Aﬁ&Qﬁ@ﬁﬁﬁ ﬁher@t’f%r is8bnded tb Qheds@)toﬁfd@}/ﬁ@zzle 10(a),
epOS|t|on|ngo f or med Imin the shoul

the Shwhdz:t/e@zzlf;& 1\3ea) éﬂleeangishtmughl @qcondsqtfabmmuon Stahen ﬁ(i) | Again, the

ok B QL AREE 1008) Lo GRRTmRAL G i g 52/56 hes been

propediBtifgite® i thatshoild3tndz KD (4)P Thb €hd0&drno@ e O 0k ¥en enter the
fluorescence. If the filmliner 52/56 has been

chute 2o Jdie shodémsinordae H0(a} hahmedt dhasgislintdrndasisdetasmingday the
quali cﬁfe%ﬁgn Etgl[l%nzjgfﬁaks tc‘c?% &rﬁltei 2D 138 sh&l@&yn\’(‘%ggs 1?}(2??1 ftio not

e] ect ed eat seal station
meet khertpmahl@%taﬁlﬁands ateagteet t\hrci:ugh tieectuedd thieynal bedst ¢t fremdiew off

S th i nver houl der/.nozzl e O(a
from B 4et e The SAAL RIS FeAZI0 RIS S5 eycbana 47 it aoep o tube

maluﬁgd%é}% theffard BRdSH %Jk@%ftﬁ%%é}h &s thQ e 60'MBWARK Fu 9

enperatare of the heated mandrel is dependent “upon
[021]t he nﬁ@@mr@l revofo Kiperes Bland B flor ligx2s 55, rade ilhstrated. The film

Inozzl 19% The heatgd ef er ab| N
iner S0 S8R ol e o TR A TR R e
and 2f (‘IiheailmllﬁiEr 51 afmmb@t;mep\erﬁués:s elﬁicbmﬁé‘mﬁétér 93.5Tisegends 54 is
a re . . . .
preferal‘gpy angrcular shaped opening having a diameter generally equal to the diameter of the

nozzle opening of the shoulder/nozzle 10. The perimeter 53 of the film liner 52 is a circular



preferably between 215 C and 248 C for a tinme frane of
bet ween 0.7 seconds and 0.9 seconds. The pressure
wappbligsby the heated mandrel to the shoul derPEiUEE1088/068297
10(a) is preferably between 2 bar and 6 bar, and nore
shapegoptmngblye Hlen Wieerd ccompsises aemnts apenture Fhethransbits Somdithe

penmte%ﬁg% a%é gq%é%rgagg r%{%i}vsg% g?éul(%pﬁ e%e%d 51(]510 ?ha%t u?malfe 2035 the
nozz16 bpé 1A Blesulddi@oflt M0 Themr&ingss extbantied tlﬁ@aﬁehﬁre 59ina
shoul der/ nozzl e 10(a é t he shoul der/ nozzl es 10(a) .then

radlalgfhgeﬁﬂ@lh rdlletngh nebiyatated; d1lmliner Bry be Cotsoasde haye opdy slits and a
%&Q L ce of the filmliner 52/56 is

peri gg?gﬁ téﬁzgﬁeﬁﬁﬁﬁg if the filmliner 52/56 has been

022]pr opeFﬂgyres BaeniledB slm&osltohkﬂeﬂhmzledm(ﬂ)m@zrz;jrsn@a(na)of tHEH@m liners

2, SE DM Sor HhOsaZ A B nrries the Bagels kosnC b sbo dér ik nggozzle

has aﬁ&&ﬁ M ARAhakdd PE (YR AttadhaleheftaiciRusd ahirpgird @ARRS Bick Aner 52
he channel 44. The shoul der/ nozzl es 10(a) that do not

is Solﬁlyem thetsbowjderl i7twhide indtigurd §Bahefibn doeratp is ik bethtiha $heulder 17 and
thenohf 1% 46 by a burst of air fromblow off froman air
3. The shoul ders/nozzles 10(a) that exit the

[023]0 hanngigud4y splroa@aadbd 60 Withe tmtadﬂidmg G\Ma(ﬁﬂa thﬂit&Moﬁﬁ@crhh&@@Z. On
to nake a tube such as the tube i n Flgwye 7.

the othgrend 1deshoylder/mosgalet|§(@ivyg throgzlg 1§n%11014!1def il -rAPFTOHE 1S and
f 6 were
LT AL T vy e S Sl e
[024]r ef er EncehotibleFnganie ) dsuakiy 132:om'ﬁnisecf of apdlymer sush as a polyethylene

t 54 i meter. 53. Th
or a BRI P AP ER 2 pird Gty s s e mgpyiene
copol@*ﬁl‘étsn BB ify 1PRErs gﬁ@ esYier8 AWRAE tlbe bbﬂf 60 cANES &fm&fsed of any

he nozzl e openi ng of the shoul der/nozzle 10.
of thqalerm%tl@ sts@ttms dleémdland/pr peed 15 the priog adi rLIsuaH»r Ebh%qdebie body
structgge% Q}&%lﬂr%g élTa %Ll‘lf'l hlg\?]tgerl P%@ie? l%nlpr rPEf‘tSag'ﬁet 171%elnt g(r)lé(e n(%err ! l1yaemide,

or ana@fBidny W&ySQlcholaoﬁd)lmk# ar héﬁl&p&ﬁbr@ﬁb’% gmidddforh the laminate film
simal l er than the nozzl e opening of the shoul der/ nozzl e

28, wylphaverpdampaisestaiciure o5 atraerg [eyernyith a palyarer layver ggongside so
as to Bor{datg'lﬂer g%lrfeﬁs%to'f A shBhidBORGD1N@F anjd o B ?rtnér%yeeq gn i fohd &ther side that

l'iner nmay be cut so as to have only slits an
contapithambeuct w thaoulte @. cA tie ldyar thapleortds the: bdrH@hydFitg theegelymer

fayer ity P R TS HGFS 92 IBgaieTig ﬁ%ﬂ%@ﬁmﬁ%ﬁ Spaagent i

conta@PARNdreRent AR eANZ ZR h3rcabéht hldgermbhaul T b&M€the polymer
nozzl e has aperture 19 and threads 2 ?

layer gineet B thengfot he &1 eptace withiheprgduas uesrhetthlee fThenﬁumtwelrof the
ﬂuor%lg? a%e%lea?‘ség dete%%e%lb o}ﬁgsﬁ omrg% Mﬁ%iear%] ﬁ1e6B the

shoulﬂerZIi’dzelei 3Thq ﬂ)ﬁ’ﬁ]ascEmguﬁtenEl \Blh(lwi)l:ﬁldé(ﬂl heo G p@ljfrheranzitblrbzﬂ of the
6 1 and a tube cl.osing § 62. On the other end
film b@l&%we%tmsmsﬂﬁ%rﬁla@namy “f%i Abmwipibercompatiblg vty and

blend:!ﬂZle n"f\Q i pYi ?19 ﬁﬁqilhﬂﬁﬁﬁﬁ%e 28111as amﬁkhéélg S GB8Lt 18Y Frid B8 to

shoul er/nozz e of Figure ©6
about 400 micron, the barrier layer having a thlckness of about 15 micron to about 100

micron and the polymer layer having a thickness of about 75 micron to about 250 micron.
The tie layer bonding the barrier layer to the polymer layer will have a thickness of about 10

micron to about 50 micron.



[024] The shoul der/nozzle 10 usually is conprised of a

pol ynmer such as a pol yethyl ene or a pol ypropyl ene,
w@oenoposiaer s of et hyl ene or propyl ene, i ncl udi PGr/US2008/068297

et hyl ene- propyl ene copol yners, and vinyl pol yners and

[025]copol ViepdymaHayern s éhq;@]@ylaggnaégﬁS pen kotrpelyetbiicns, sany

poslph 38, S0P LA L ASRSER S EREH IS0 80y
copolbﬁleﬁ hlﬁiﬂlﬁﬁtlﬁ)lﬁﬂd‘s hﬂd/ eorﬁbljnﬁrfrﬁ | €he pelyrier DiyeieofitRé flm laminate 28

foil ol yester, polyam de, or _an_ethyl ene vinyl
will bgjopg i ¢ %B?n c H‘Prﬂ"fﬁ"?%’é% shoylgr- ey tespill be the

sarnefsfh%e |iRED A Brsvl it P28y BNk o ﬁ@é’ﬁol?mlsﬁm’[rl‘l@tfﬁlo%s%fﬁ W& g,l will be

two or"nore layers with a pol yner [ ayer on one si
blendseb fhe: 1c3 theovotwlmi majeriial € thesine lamenaof 2§ whers thoupadpnénio bzing

manofitaF5F el fa et G Mand Hedlob e pHEPe o RS he

fluord3dént nfikerladyigEluliOtheRnANaMilele, bayRthi faye, pbSlerR8mide,
incl uded. The laninate film28 will in a preferred

thioxahengi thiordigeid onapbhelimidesant|cgumage nerepeenedyesl Varihes
r t I L
ﬂuor{ské‘h? P§§Sﬁﬁ% ecaﬂ%& %E%cﬁhtﬂ\é\@e#lwg%ﬁgg&?o?tﬂe ﬁ)lfn Pn]ﬁﬁ? ALEN vaTfFole from
the Dpy(ékd:t@rtlon @orpbeatibnbeCleThland,\Bidbi The bimtah&yéﬂ afoheﬁme [limmate 28
material is.to det rm ne t e p03|t|on| ng of

will QAR 4t P s PRI B s 8! HRdodch G dee
contaﬁﬁﬁ%’i ﬂl@ltul%‘ |I*hehﬁn@elr¢£ﬂ? gaﬂ )3 @p&l?&t&%h&’lﬂﬁ I:I)dggétﬁy%x?é teRphthalate,

'mlamnate when this polymer is
polyeﬂamma@@pluh@dte palymnsthy @aplghatei dheend vinylaichliol eopoéymhers,
i nto the I The film ]l am nate asathlc
poiggh Jeio 8t eciei Poby oo Bt P bt FohBb s et and
aromht&y &f mB@VioNgoart fVrpkRiesis lﬁth%@t#laté- SopBlGhen THe RRRYlayer may
100 mcron and the polyner |ayer having a thickness of
also herpgin-orEnif WRbRE ushas SUPx styorm Ictodn andplantipem [ogider an organic
contipl2ih BOiaSy ARG Ehed MR bt Rl bR Flyhibdnol basea,
and poiyoreo nafjd@@mposites. it yimdayet a&tﬁe fith ldvhmatei 28mwilllebd a il enét8hat

. n be a o Iene co- pol yners of

will s R PB T G Sircto (i RRTTEY HSre OUA 8O BRBYATEHE 1l as the
tie laf?P Q’hé’s@?ﬁcﬁudeaéﬂﬁjyléfﬁéﬁ\‘!’lh}/l@@ét%{l%&?olﬁﬂgrs Qﬁﬁ_leﬂé%%ﬁlyl 48 ¢

pol yner |ayer of I am nat e Wi one  t
copolymarspethilent bisghater ateaopblymets, y&lmrendﬁcrb/he esmiuhlderanhydnde

se Wi e, sa ce like polyners

terpolgieR. TS ¥l 18y RGO ol R S0 TSR ah
comnigr¢ielly &lailwblk icheyehd. eTidadodtiOthhit e PAIKMERT infBE RibkdvitR this

the filmlamnate 28 when this polyner is being

structigeraie osavaere the aspatiopef exppigicopipensits of tha @rcmimetﬁ bl e
t ri I

delet%rﬁ)gggtg%%tggér] %{%gﬁct l‘f%g%@%@&«%%ﬁ%%ﬁg&%@ an%&h L 0%1 52&6 rﬂ?od%gt%
persohddicascgnmddiere and fuodippeugai d, napht haI [ m de and coumarin

fluorescent dyes. Various £l uorescent dyes that can be

used in the polyner |ayer of the filmlam nate are

avai |l able fromthe Dayd o Col or Corporation of

Cl evel and, Onio. The barrier layer of the film

| am nate 28



will be a material that is essentially inert to the
conponents of the product that is to be contained in
w0 b@otisiieel The barrier |ayer can be a pol yest ePCHUSI0$868297

pol yet hyl ene terephthal ate, pol yet hyl ene napht hal at e,

pol ytri met hyl napht hal at ;L&MYyI| ene vi nyl al coho

copol yners, polylactic acid, polyglycolic acid,

pol yam des such as anor phous pol yam des (aliphatic and

arjomat iAChethdd € hiaakirfeQl ﬂube SifouRr/a6s2¥d With albaker in the tube

met hyl - acryl ate copol The barrier |ayer may al so
shoulder/ngazle ﬁO@PQ%ng éor&slagﬁ gutselﬁélﬁulégr/@@@ plecimgdhs tibg o 2)
shoulﬂé%o%&lg gmd%fiﬁ thAMoBiigAN dcex g Bl ﬁ%ﬁ'ﬁlﬁ%a&ﬁﬁ%xy

am ne base anor phous ca d" pol yVvi ny

compaking ldlarriza Sy arahdpqﬂginyrﬂayemﬂmwﬁmbem]ﬂasandﬁhe pblyener layer

im0 LD RS20 WL e 8, PELYISE L0t

die/maRME! to (VR0 MU T RQAM RS0 3t Sty %féﬁbulﬁér/ﬁ&%let b diBYiRkrt the film
These include et hyl ene/ vinyl acetate copol yners,

lamingtehpiodheshestdeyhozede.yl at e copol ymers, et hyl ene butyl
acryl ate copol ynmers, ethylene/acrylic ester/maleic
anhydri de terpolyners, and ethylene/vinly

aet at & fieihed @s andIyih i chthetedd Pfdryeefibn lahl18&E idihéerted into the
commercially available tie |layers. The products t hat

shouldgrnogzle g seplqdriothrinneiwsfags eithe phcpldaringasler e ar e
those where the absorption of organic conponents of
the products will deleteriously affect the product.
THi. s | dchathed aslentlafin | evdhsreiathe cottimgrof dreaﬂilm:hrr&nate to fit into the
roducts, personal car.e product and f?
shoulfadae SorBRIBRNE PR GO B0 TR g7 asaing in the fim
lamin2fRQH G diRQAZ tEsevbt the IR Elzhﬁin@tre th it Hfé%hbl&‘l@@f of the shoulder/nozzle.
shoul der/ nozzl e conprising form ng the tube
shoul der/ nozzl e, placing the tube shoul der/nozzle in a
ot mad el LT g T SR GR E S 50y Aebetthe whicn
is corhprysed oabtqmt bﬂiteoismwuaherapande aﬁmspn@émgmf slitayer facing
into an inner surface of the shoul der/ nozzl e,
contacting the filmlamnate with a die/mandrel to (i)
C l5t t h?& Fletn®@h gty ﬂ@ﬁ'rf Rx@)efe'u]i thleft e E?ﬁlrac'lﬂg%lfgﬁ{ié&?ﬁéld?e cutting
d (i insert t am nate to the
of thesiﬁﬂmjladma/tmmz&theto tRe sh@uhbt/hmckl@rs at onecdtation dhdwhesealing of the film
n1na erted into the
1”””@%63°&ﬁ?§ﬁ3%%ﬂ5°?43 s ﬁ%&tJBHThe i nner surface of
t he shoul der/nozzle. 3. A nethod as in claim1l wherein

t he cuttinglof the filmlamnate to fit into the _ .
soul dey madied g ircdpipr | sdsramibe sherlderinongles after thsﬁhlolammate is

insertfec? er %e%ﬁ@éh&/n%‘%?l%‘ %‘% érﬂﬂr%q ea m#]n:{ lfé}{n gﬁfat? ]ﬂl he

sever t

shoulSérmd)lzﬂle,r thefhdullder/sbealt tefed ooz dét@clot“to dtenmideQBe fssitidhing of the
2 wherein the filmlam nate has a nozzl e opening

ﬁhnl@\)l‘HI@FF indheepldedRpz at | east one of a circul ar
aperture and a plurality of slits.

7. A method as in claim 1 wherein the cutting of the film laminate to fit into the
shoulder/nozzle comprises two operations, one is to form a nozzle opening and the other is to

sever the film laminate to fit the shoulder of the shoulder/mozzle.



5. Anethod as in claim1l wherein there are a
plurality of stations, the die cutting of the film
wo a000nsm981 to fit into the shoul der/ nozzle i s aPCDOB2008/068297
station and the sealing of the filmlamnate into the
siBoul dermntimd lagin Gaiat 7 atheteirethe spzale openigg is Aomptikesibfase of a
) 1in cla mn E# étp shoul der/ nozzl es after the film
cumlﬂﬁHQQﬂ%@ﬁéi R'H&dPt¥d" nt o t he shoul der/ nozzl e, and
prior to sealing the filmlam nate in the
shoul der/ nozzl e, the shoul der/nozzle is fed t

dék ect dr mediod @t B Haie? PhETeHbYE shedeiqoaEles ﬁféerfthfr fhm laminate is
e ) 05 RS BRRAAFELDRTE|Se £ ARG B g o
positibhihgiofithe ftlindamihotd seled muz 2heshoohipr/nszé.t wo oper at i ons,

one is to forma nozzle opening and the other is to

sever the filmlamnate to fit the shoul der of the

shoul dey 1e®sd a8 irBelaith MRIBRE & shoul@rAlokI€ ABEMBIfiMn N Binate is
nozzl e opening is conprised of one of a C|rcular

sealechjrég thgskowldet/nezpleuthashquidesfozal¢ tssfed & berattashérblie adubé pody.

claim?2 wherein the shoul der/nozzles after the film

lam nate is sealed into the shoul der/ nozzle the

shaul dey memodlagiri daiivetl wherein the tdéginanidreDis dek %h[ﬁef&uﬁah@also seal

ositioning of the filmlam nate sealed into
the ﬁg‘h Samigs 1o fie shoulder/nogzleaiprp quisiss the félphlamnzatwem the
qul der/nozzle after the filmlamnate is seal ed

Shompg%uﬁg%e shoul der/ nozzl e, the shoul der/nozzle is fed

to be attached to a tube body. 11. A nethod as in

oS TSR 4 i1 (AT REEE e oM Qe RstIF AR o ainace i

sealediJ ﬁﬁ’@tﬁ% Whéu18&@/doRelefthd Sholi RIRH/NGA R & Ged tota dedctorttd @etermme the
shoul der/ nozzle. 12. A nethod as in claim 11 wherein

positionimg oih thel fdey lamaiere sealetitinte theyshopldermozgid. nate i s seal ed
into the shoul der/ nozzl e the shoul der/nozzle is fed to
a detector to determne the positioning of the film
| am natAeme&aH adlin clhion (hehsieiithd eiiduldsttoezle h8er tAe filh Mdginate is
in claim 10 wherein the shoul der/ nozzle after the

Sealeﬁﬂ mt?ﬁheéhw%?r ozgledheshoylder perziaie fehls hegwiaghsd 29 pduberhedy.

shoul der/ nozzle is fed to be attached to a tube body.
14. 14. A nmethod as in claim1l wherein the film
| diti natld. hadA method@k lileslsimnﬂ walowirt theG0mnamrrete has aghiokmess of

4 mcron, the rrier V|n a thickness
abou i), ETvo e 48 sl MG s sk fariod £ HECTERS about 15
micrdna¥ @boi1a00 Rfcdntahil EHeRIPM & la @ Bving 2 thikkie@8 of SboabPiiicron to
200 mcron. 15. A nethod as in claim1 wherein the

aboutha2P9 gticipayer of the filmlaninate is selected from
the group consisting of polyethyl ene terephthal ate
pol yners, polyethyl ene
15. A method as in claim 1 wherein the barrier layer of the film laminate is

selected from the group consisting of polyethylene terephthalate polymers, polyethylene
naphthalate polymers, polytrimethyl naphthalate polymers, ethylene vinyl alcohol
copolymers, acrylonitrile methyl-acrylate copolymers, polylactic acid polymers and

polyamide polymers.

16. A method as in claim 1 wherein the polymer of the film laminate contains a

fluorescent material, after the film laminate has been inserted into shoulder of the

10



napht hal at e pol yners, polytrinethyl naphthal ate
pol yners, ethylene vinyl al cohol copolyners,
wa@eeoghsmstril e met hyl -acryl ate copol yners, pol BCEHUS$1008/068297
acid polyners and pol yam de pol ynmers. 16. A nethod as
shouldefn6z&d, bortuhizgaha fitrh éanpiokty meth ofight lReurt¢ fonadtizafe hizg @uorescence
contains g fluorescent. mterial,, after the film
to ascqria e PESIHES bR eBITR s TOURSt  der of
t heshoul der/ nozzle, contacting the filmlamnate with
a light source to activate the fluorescence to
adter t Aitnbe Hiaichos faripeekaging medycts GANRIHINE Wbf Rodiand a tube
houl der.. 17. .A c et '
shout AL AE e e pisLiEaPhd LA sEh pRRRIAEL Py BERMED R an
inner l&d#ta;ee shoylseandaaoztle, theﬁgxﬁilaﬁid?tefCﬁmprigé@/Tf&rpc;lﬁnéﬁ llh)’ﬁf and a
am nate on an inner surface of the ul der/nozzl.e,
barricy 63 MermolaRATANEE POBIRGIP SacHBY 5! BGEFmdl (1Sy &P a dne
ﬂexib@haf{nrdlh {ink QWﬁE‘(nésE' 6 ALY I8S mi@yeto dbendesh hrdihe
shoul'der “nozzl e, the filmlamnate being flexible and
havi ng a thickness of about 100 m cron to about 400

m cron., 18. A tube structure as.|i d red

T v PR RLOLSE bY BpBuLe P T R s of
about'18 rPRMtto A8t THE hlfroandd teop@hatiteyer hay £ thidlassseof about 75

t hi ckness of about 75 mcron to about 200 mi cron. 19.
microA to afpant 200 erare as in claim 18 wherein the barrier

| ayer is selected fromthe group consisting of

pol yet hyl ene terephthal ate pol ynmers, pol yethylene

napht hal mbe sppajtyrers &) clpoh ¥§ whemtthhk baaishidyat itselected from the

pol yners, et hyl ene vin al cohol copol rs,
STOUPAONGIF e OIS lné?lwprsef@ﬁla&e@@%%wﬁ&%ﬁ 1P ibplate polymers,
polyt%'eﬁingplgi B8 f1gmeR! é’tﬁg%ﬁi@vilﬁ?i_ 8BNS coptflym st déBdonitrile methyl-

struCture as 1 n tlaim1b wherein product contained in
acryldth eofialjreers tpolyd aaticeacidpadymienstand pplyamide polymers.

20. A tube structure as in claim 16 wherein product contained in the tube structure

is a dentifrice.
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