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Case 2676 METHOD OF FABRI CATI NG ELECTRONI C CARDS

| NCLUDI NG AT LEAST ONE PRI NTED PATTERN The present

i nvention concerns the fabrication of electronic
cards, 1i.e. cards that include at | east one
electronic unit and have any shape or contour. Mre

_specifically, the invention concerns the fabrication
‘of 5 electronic cards that have at | east one printed

pattern, which is protected by an at |east partially
transparent coating, particularly an overlay. |nCase 2676
particul ar i nplenentation of the invention, the

fabrl CRiEeEH i FRONPOIOARDS! S
fl%%@é%m%%g?em bei ng

prOtGCtl UCAR AIATABAPECNE PRINTIBDAATHERN
overl a accor di ng

to the invention applies to all types of electronlc
cards of various thicknesses and al so variabl e

?Lﬁﬁ*gppsrgge Egh?ryﬁ%nggéﬁ ﬁ'ncel""géftﬁfcg'ugﬂ 6&%‘%?@"%‘8 cards,

fé’fcérdbrthﬁﬁtndlwdeélaeﬁasimne em"cdﬁntdlamt lamdehave any shape or
relatively small thjckness, exa

eoPuki Marel yspgcifically.| ithet Flé@" '0'15055%*?1’"% the, nlabggatin of
Bleclibhid c%r&%ét?{av@‘ét%éﬁscﬁ'\e B—meﬁrpﬁi@ﬂﬁ WHiER pedtected by

concerns I n ticular cards wt uaI ity

an iah te=st patttaﬂy rtansparerﬁﬁmﬁng, mﬂ'ﬁﬁmaav @8 Qerident ity
cards with a security inpression that is difficult to
count kr aepamcmacamlefmemauammfntheetrweatm iheofabricatad card

FSs kB0, Bt iSRS Ry KRS, a0t B
BEingfotettst bﬁhﬁ draeastaratially ttahsparent slerlayo do th| s,

a specific layer that can be laser witten is

i nt r oYk Bel Métedtthat & fhetddd accominiptd thie iwehiiory appiies to
text or a patternis limted and requires a rel tlvell_%lble

Bbntypeperf @lpaironic rrards nefe VaReUS AbickngEses rand @so va
KRhe s, il tnd HERB ddiBrcilo 453he fehbibh as Barticulary

be use Dersonal i sed car
éﬁmrmandtacbmmtmgedms metﬂabrmatlngkelegtrpabt carngs that have a

géj{a{i\%)z nqtgrpalfﬁglc@?%sr h?%)g:i,rﬁple g :arg%l{%)gﬁﬁt'%z @SCﬁﬁI lﬁfe'&es

586N aS Bank Hafd¥ 8f WRA dPémallémdikhiess. | aser sensitive
ayer in the card. Thus, this |l|aser witing technique

does gk drabéntMinvBhfloh %nééﬁﬁemobar‘tlb@lalﬁfmwth high quality
printed patterns, for example bank cards or identity cards with a security
impression that is difficult to counterfeit.

A card fabrication method is known from US Patent No.
WO 2004/074000 wherein data writing is performed by a laser beam after
the various layers of the card have been assembled. In order to do this, a
specific layer that can be laser written is introduced into the card. This
method of writing a text or a pattern is limited and requires a relatively long
period of time since the laser beam has to follow a line that matches the
desired pattern. This method may be used for personalised card writing.
However, it cannot be used for making patterns in different colours or that
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i nvention, which concerns printing techniques with

i nks deposited on solid 5 |layer or sheet surfaces
form ng fabricated cards. Wth reference to Figure 1
annexed to this description2we will describe bel ow
t he conventional nethod of fabricating electronic
cards that have printed patterns with ink on both
sides of the card. Three nmain steps can be

differentiated in this conventional method. Fir L
mtlreWaﬁOVQﬂ & certamn csgeesehdhe eards Mprepvsy. this" technique

fr%&‘? gﬁra;{fbg“é@% é &ific, |§§§iﬁgetnsﬁtv°eclb EPInCthBRSHH €Thds, this

orne carri S varil ous
laiser:twmtmg: tetkmigue sd@es otafall within tthei stops: ofothel present

that the el ectronic nmod n.be of

UBRARN o, SarrEs, Praing (e es wifi i {RBp88EK on solid
1B9BNEE4IRshtisUrRRES férntiRg fabWiddteditarissubst rate. Next,

two opaque intermediate layers 12 and 13 are 15

proviyeeh roRrdhie ol Fighite 2N thri&@adtd> ahise Hascription) dwé Swill
are respectively printed. To obtain high guality

gesaribe belpw thetcanveaotianal mggl;@ﬂsofaﬁagngat@}gapmr?nl%ﬁrgé that
g% ﬁﬁﬁfs é?%&'“%%lﬁ"l ifiebn tb'&?r?‘@ldegt tﬁ%déa?'HeTgﬁ%ée hain steps

urrng printin first second
o\ they differémiisted Sk tlhigdonventimaahmethodocﬁyet obralle>ansilay 2

NS0k o ARE . S5 e moaule

&!%'fahﬁe@rbfpé 'sﬁb§traﬂen6 RAAL battiedrvatibusi lebtrohis elenbnts 8, 9
t hose s the art choose internedi ate

anatiO. it wilkba Blojech dhvat e ipaikaTG SneAuIB ke, of AR and
@%e@ for %Qﬁmg'lté B?Hﬁ%tromﬂcgle ARSI Gré cBﬁﬁé&t@M% Hachtiher

are place ed patterns an
withotitna suﬁsﬂamdNekte tWaycmaquezlmermaﬁamtayerﬁa 12\/\ﬁnd 13 are

oveﬂ%sqr}lggﬁ g Ilmzce%r?q)%re?:ﬂﬁcli \6}:?@? r|%€| I,Flﬁg]v\j;gata{rggrespec’uvely
pASRALITR ét’S’chVﬁith%&hk@]ﬂﬁﬁt% gnlintévaediateelayer ateepreferably
|

defining a plural rinted electronic ca

thﬂv|MM§DV%hrtése@$l§eot§13élth%§xe Hotermadiate laygrs; F?d“a'f"ngtable
gﬂﬁngfﬁ neimgTQP th :fﬁ'gtnggﬁ Qcohﬁaﬁégéfn%mth%@rékﬁbé‘él kP the art

enera 00 m crons,
phedss fmlgxahmlemc éayers of 80fficiant dhiskness, gemerally mogaithan

83 bt 2 A s I WA AR Bty on
fdeptibyotcird ! Bhedenasidiedl in NPe art enodsk ahaarhaemate @yars that

out er rotectlvela ers is upt

PTaSEtY EVE @ Hiphnars! s WRRE 2 ABM sl HRE oy Bifgll, two
Wah8p&rehbbe&iss5168Gnd ¥ are placed on the printed patterns and inlay

2, the two intermediate layers 12 and 13 and the two overlays 16 and 17
are placed in a laminating station (represented by the vertical arrows) to
assemble the various layers and thus make a plate defining a plurality of
printed electronic cards. The individual cards are obtained by finally cutting

in the plate.

The thickness of transparent overlays 16 and 17 is generally
between 50 and 100 microns, preferably between 60 and 80 microns.
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5 mcrons and outer layers with a thickness of 60

m crons are chosen. Thus, to obtain cards within the

af orenenti oned |1 SO standard, the inlay conprising the

el ectronic units has to havesa thickness of |ess than
480 mcrons, nanmely between 400 and 480 m crons.

Since the height of inlay 2 is |imted, the height of

the electronic 10 elenents that can be incorporated
ininlay 2 is alsolimted. If the electronic card

i ncor pothe asualtcaseasftbankecarts atithoa thickaiesswoftbetivesr 0.76 and

24 cbeniing &8 TR LS Jrehdaiey s BB sglal uckngge of the

tiftlefmabiaYs |ayxis tmidobuté?epr@temhéqayérse.bmrpemé folrtemme 360
be noted that it is difficult in these conditjons t

SRiIcEANs @36 miligneties) when Iﬁt%ﬁ@dlateday%r@rwm éslhlfsn@%Of 120
ﬁﬁ'gt&*&rﬁ'b 1 gﬁgﬁﬁgg@%ﬁ%’@g BRI RiEss bf ‘6'6%%8@@?%; cRbsen. Thus,

| am nat'| ng
ctonmbtaim onatdsrreﬂiti'dd dimcafdmen@eahoned t$@ stantdarde dhet énlay

ers VVI experience lLocal rrmtl
i, the, ERoNE IRER T e 2 MERAgS B s’ fhap 480
f@@foﬁshﬁbmdw BEtweeH 460 aRA4805MIdré8s Wavi ness requires
a relatively large supply of thermal energy to 20

reduc@indd ShaVendigirssf ﬂﬂaﬁ”@"b %ﬁu&.@ssch@ KeigH | bf‘EIhe electronic
| ami nati on. Conpensati on he wavi ness and

@lgrmentathahsan et lﬁ@omﬂratpdundelawan@ alpe diptitegk Ifi{bgrelectronic
%%Hﬁ&@@o%@grgﬁtiéﬁgsohg LRE rbﬂ%eblg?lq%ﬂt ﬁ/hlogﬁgtnélght is for

cause 03| ron
rexatmplé ayeumsd 300 mlelmﬁ‘usetlmjtlmkdleeaaf the materaltferming the inlay

i BBl Sbave 2 Beroys Uk BREFADic demtnt hintoe Red et its
ANEEAY il Bt B6ndifioRy tavbtdla\dh Mgy thdteias f)l‘ﬁﬁéﬂﬂ%&%urfaces

than the inlay, they generally experience
angrpshikitshhomageaeads Pehavieur ntherpresenes of heat. Thus, during

:{t)ﬁ\% el%ﬂﬁﬁétﬂkf sl‘lté;\y :(gf: )t/ﬂ% @d}ﬂ/eﬁﬁoﬁ rrYethB? od%éérgfeﬂd abgve the

cinte:rﬁ;cri]nsatee |dyens | will eaazlyaexpe;teggebggggdefbrmahomm rbe exteas
t th def f] ' ; h

snBerasa OB brcreChaRe PRt TR R BeLiTR) &, ien hes

dufthes andviResnvbQufeh rdlativdlf 1SRiceUBPly otEnmal ieneryy to

2 in the presence of heat, which affects the surface
§?@HQ§ WS waKiness & Mych a8 RQ%'@%QW'"Q I'ﬁfBI{\?é'QB gpmpgngation

T8, 8 i1 838 ooRASIINESy LIS FafELAGS, B bEELF nea
gecetates Mafcbrrrgatmpnvﬂ\er:etamadmie layensg which, hesplse ¢f their
fp%%ition in the laminated multi-layers, are softened and easily subjected to
deformation, or to being spread out slightly. As these intermediate layers
actually receive more thermal energy than the inlay and have a smaller
thickness than the inlay, they generally experience the most significant
deformation. Given that these intermediate layers 12 and 13 carry the
printed patterns, it is easy for the patterns to be damaged during the final

laminating step.

It will be noted that the local deformations, in the areas where the
electronic elements are located, are generated by the different behaviour of
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5 assenbling the various |ayers, the behaviour of the
material in the areas where the electronic elenents

are | ocated and any bunps due to the presence of

these electronic elenents geperate small displacenents

of material in a localised way in the softened

internmedi ate | ayers, which then causes the printed
patterns to be marked on the internediate |ayers. 10
Finally, we will also nention the greater hardness of

tthe rabtsrialofonningl iaknesin thiei preseace dihheat)twhichdafféets the

ust Sj | durin | 1 nati on asthe do,
bR AR e 3edaau: Svea g SmayaRckRssSar S meleuialin these
Hrehs W fHEblkRoRICCEIBRINS afd @IFR6! © thENSurfaces of the inlay.
conventional fabrication nethod descri bed above

driwis) eduringe the Jaminating stan udteam thgrmak eneegy rigrsupplied for
sur%ﬁ‘ ﬁ’iﬁg%%%aerhfsolaﬁg hg ogﬁsoqsthe %??@A@b the areas

aces reve ronit ¢ unl

wm:éeﬂwdaeletgrorimerdierdentsngrér&métedtamde a:riy tuenpsirdi®. to the
Those skilled in the art consider this t to be an
PUEESGE: of FEserRIerFonh cISPBRIS Generat, amal isaiatements of

wRatefid) in E%éélrskéha\&éy iR sbfiendd ftbrAsdiate’ ﬂsM—:&s cWhlch then

nodul es have relatively large 20 di nensi ons and
@aééesufbm peotadk pattermns Het e anatkad ons the eatarmdmte layers.

a e e t hys :
prev ht eS W 4 é, ),';"g 'gﬁt mé aéreﬁ ebgﬁdrge%r I?)LI‘ fhe electronic
efementsc awhldlnbhadetthen mtetrhentiatel\lelayerst Hoste as#aédsﬁyl daring

e.art consi der, t ore nt| conven nal
AT ingtonRE e fip wiart 105 Mipasditiey/aBEh Air lpeated at a short
aistamélﬂpﬁﬂthé&eb@émseléiﬁén@f the card. The opaque
intermedi ate | ayers define a flat surface and a

horo g qipaUsomidritiona fasHUaRbh  mMHROCYEEcribdP BBov! éﬁéiﬁes the

in the art consider that It is necessary to use these
inlay ingarparalingather gleptsonlsdmat%oamqm@ss e benmadenin presses

BT HBE sBREE T oRBE Y 36 RBROHE Uy e YabdBef being
bxapbdlalﬁng a?amdfa;:mre raif ittmegy catdsp o] Irlosesskiiléd ?Ltheoatﬁ pf:lh‘siger this
et Bebean eBs Hemest it eleiiat et Ficaling atod.
Ebﬁma}w iR Sleeft8nich Bnid S or Modides! Ve TBlsGvéaly Jarge

uality print on a uniformlayer entirely forned
SynanSIpnssand/qmteéectasal foonnestions cbeiweeo svasiousorelegteonic

?H?ﬁéntga'?ﬂe |N§?I onée\%w%%h%%gf 'issth%lrs RYSHER fon Oﬁblﬁ‘g bent or

am nating sta ere I ayer are presse
bembeeed Huehg she eatiescadrd fhlpricatioamhétinhd.

Next, those skilled in the art consider the aforementioned
conventional method as appropriate for obtaining high quality printing on
both sides of the card. The opaque intermediate layers define a flat surface
and a homogenous printing support. Moreover, those skilled in the art
consider that it is necessary to use these intermediate layers to receive a
high definition printed pattern, in particutar when they are using a cylinder
printing station, especially of the Offset type. Since the printing support is
taut over the cylindrical surfaces of the cylinders, those skilled in the art
both fabricate the inlay incorporating the electronic elements one the one



10

15

20

25

30

51t is thus observed that those skilled in the art
naturally tend to use honpgenous plastic sheets, wth

a thickness of around 100 to 150 microns, as a

support for high quality prigting, parti cuI arly Ofset
printing. They know that these sheets behave properly
in cylinder printing stations. Thus, they separate
formng the inlay incorporating the electronic

el ements and printing 10 on honogenous, flexible

shamnloamd; maiexa, hig h guatityeintlon hhﬂﬁferﬂnan%ﬁehﬁre@ folmnatl by a

T T KT D WG Vo

ilayets @éléﬂsémw& i$ aUI%ﬁﬂné\ﬁnQJ 5tdtoh"WhérePfe layefs sle pressed
preferably have a certain thickness to ensure that the

fgdween fiatsuifagasto herassamplednt i ng station and to
limt the spreading of these internediate |ayers 15
duri ndt lShféIUQthS@q\t&dwthata*hoaatskdlgdSInetpe arhuaturaliy tend to use

RTaeNIRHILHN Shedtd wii B HE8RE ot AFOIRLAHATS 1Bl amiesons.

tdsea lsuppdmdont hlghlqmw pfinting, Parficulath Offset pﬁhtlﬁg t'hfby know

he| ght of 't ctronic Ieman ts incorporated and
i asg shiabte PrBaYe RIOPRNY i cINdRr B MtRGLs Ao Ehus, they
|sé]é8fa&e\f6r‘ﬁ'ﬂn§ Ry iMay fhcoftbratihg éﬁé‘mjo&%nfbrféﬁhéﬁfsegné Brinting

formthe finished card. O her acks
ebnbemopenaus, nitlexikla supporisbdexibthay assemble thesedayens in a

faf'ile ﬁg({l%”t%téﬁﬁg n%\@gwﬁ nic Lc%ﬂj}?%g%ﬁ d{ﬂﬁt%@ gaﬁﬁgﬁ visigle on

both sides ofvthe nhneisnﬂ'@ealirmeﬂn@ecﬁate lagr@rsh usedi lasaprinting support
m crons and two. transpar.ent

hi ¢k I
st S 5atly e 2 Cetfn tcknens GoSnsrahak op SUPOH i Stable
irethd pasti I\%@taﬂéﬁ 2P 1B linSit Bid ¥6ﬂéédlr§f<8ﬁ%b¥ﬁnﬂeﬁ%fi éﬁ@/ers

station. reover, given that may have s

during dee gubseauent laminatingisten. stress it the materi aI

of which it is fornmed, Ilamnating the various |ayers
requi Thusgavalready mentishedathe tomentianabmetast bset bythose

BRbL B b o oSt randcK, BB BIRe fimiad YiasrESe qh mtay 2
Wit hinoits t the Iheig'mab'f nme:yéléarorﬁ:veteménhs fHcphpdratatntand
hi gh quality cards, the

SERStaleR ARTGrpenk in; e e Amleymegiate iatars pyfar they pass

16 thethbbpreiss UsEe otfsﬁﬁmémﬁ thards therefore to be
noted that, in adltlontot act that it is very

O A M B o o
natedi raainan- eidwfstwarrvannelstLammphngca rm.dtl-lgy,ea formed of an
Wa%f Whi aetﬂic%ggé |‘é£~,§ rthl':\]r; 500 microns, two intermediate layers
each with a thickness of less than 100 microns and two transparent outlays
with a thickness of 60 to 80 microns requires the use of a relatively
expensive laminating station. Moreover, given that inlay 2 may have slight
surface waviness and internal stress it the material of which it is formed,
laminating the various layers requires good control of card fabrication
method, in particular for adjusting the parameters involved in the method,
namely the pressure, temperature and length of the laminating cycle. Given

the significant know-how necessary for making high quality cards, the
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5 one wishes to obtain high quality cards. Thus,
flexibility in the finish of the cards, which one

m ght expect fromthe separate fabrication of inlays

i ncorporating electronic el egents and internediate

| ayers printed in plastic sheet printing stations,

cannot be used in practice. Consequently, it is not
really possible to envisage, at least in part,

performng the printing and final 10 assenbly of the
tamitatiah step & preférablydperfornied by aspeciatist i suotrteshniques. It

IR RSk T6insh noted inRl TR bl o et heltaf Ry ieutt to

bBPaIHQ!dr@#&:thfmgﬁfﬂﬁﬁhit%ﬁe&mtéﬂ%Mﬁé?ﬂ@mﬁlﬁo&ﬂ%cﬁfﬂé’l%noratlon
art proposing a rational solution that provid

éatymtl@lu tbeﬁtarca symust berperfargiedgeranispecislisad saan ufacturer if

SE By BKAAFNER bl Parod” THEH IS, AOREEHAEn of e
icards)t whitht onpr mighteerpectr fiofralihe csgpangte fabrhmﬁohhaf inlays

ihfg?%é@‘ﬁ%t'ﬂgeeﬂg%@"f@' St 200 B TRl BYges prntachin plasti
Whéét dg@tétraﬁhst BEnREY 5 NREHSIAraBidd. e(':@néé%ﬂje‘hﬂ?' t¥s not

rlnte nd the card can easily be finalised a
éﬁﬁi ssilgje|te @nvisaget 8t least inepaitoperterynd dhe pAeting and final

BELoRBR AR i st@@#r@gfié WtiButdl's driaRd yBard. al |y

transp nve I on ore concerns

a met ﬁo% %fn ]E)B C Coeft fh%g e‘?ﬁ H?&‘iu 36 Ho a5 Ethod of
el L3 roBfid B

| east one el €c nic un I ncorporate

éabrmtudgbeléptranm aardsemt avéncoatespmmtmduopat afarementuoned
the si { a first syrface of 25 the bod

AEaWeRe sne thE REOT 1AL Y PERRISY'S Aefiona s?g‘lt' at, prowdes
Bléd:h%'n'id Yafds wathd vegdi 'hiif-h 'q'ﬂlahﬁepﬁﬁlbﬂ‘ ﬁéﬂé’n’sh'd&ﬂléﬂﬁw high

|ncorporates or €enbeds respectlve y a | ur al |ty
def“ @méamaétﬁms Vi 88 effmiemtavaﬂ@gl -7- B) Pri nt| ng a
plurality of first patterns on a first surface of said
t hi ckltsiseanother sotjectnof rﬁlgesnmmtmm t prbvide & rtartd sfabricating

(a0 8 Ao it rpiep] SEESrduclE b ) balsonalised

baagnpmanmaqoha\irmg;esmdeﬂni(tjiﬁﬁj nith this pniethbddtmabéwdmahsed
saj.d transparent coatjn eri to s

PaltarT G Bl BmpOIRd S QiRicas cam aShebe datsed at Another
Iﬂdéiiah'tbyeﬁiuréeﬁr%%tlon of the personalised pattern by adding an at
least partially transparent coating.

The invention therefore concerns a method of fabricating cards that
each include at least one electronic unit incorporated or embedded in a
card body and at least a first printed pattern on the side of a first surface of
the card body, this method including the following steps:

A) Forming a plurality of card bodies in the form of a thick sheet that
incorporates or embeds respectively a plurality of electronic units
or modules;
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patterns are also printed on the second surface of the
thick sheet in a printing station, in which ink is
deposited on said second surface, and an at 10 | east
partially transparent coatingis placed on each second
printed pattern that adheres to said card body. In

this case, the first and second coatings, in

particular two plastic filnms, are added sinultaneously
after the first and second patterns have been

pri nt éB) Printing capiungjityref fisstspatterns anradirslysurfadeagts@id thick

Support . SPEt & Rl RafiSh i8aAER I K gBpSIEH oh Vaia first

t r anspar gpifaéd ko formpthef firsepatierieposi ted directly
after each surface has been printed. According to a

pr ef erCﬁﬁlé@ﬁ%%ﬁrst i 9eddt sarHamp trihspalcht ldoatikg Treekch first

whi ch forms t lurality of card bodies incqrporating
or embed@MAtpd Ratteresyaid ttranspareet cealing @dhegng to said"card

nodul es, b approxi mately equal to or greater 20 than
t wo thlr S gf the final thickness of the fabricated

car 4 R Yoghoh mdE P 8 e IBIEa Hgh) o scon

qﬁatﬁ&md arei alsoppmrrtéddom thet secondr stdfacdlof the thick sheet in a

oL ation mh e sciendSiea o s ansopd sube: Angen t

rl@&@?ﬁél‘tl‘éﬁ* Yrangﬁalé‘h? ebdting i BlateBr&f easitdecond printed pattern
I ementation nmethod according to the

i hhraéﬁdhefes homalg rqam! mgyslrathl@ Fageetiner st pmi @@icﬁgd £gatings,
?h%@#ubn&l&r ?Jvofsd %&fc fil t&[enédc%q glrﬁﬁllfa?ffoﬁ‘s‘.fyf Qﬁér f?’fe fifd€ and

eet or me Sever ers
psecunidnpaterpp drave. b&mpnntdde The c@aMgee‘tayt also be formed by a

BB R2bAL Sl B et e ARG PR St n i

ohtteh %a§é | tH@I Ricguek lor rtﬁaﬁs‘b%réﬁt' inki i80preterably THepdsitedkdirectly
sheets are thus curved or bent in the printing

safigrieach Wﬂm hasoeensrrintedd in the art general I y - 8-
avoid. In particular, the printing station is
O f setAggardingntp stprefasrecvasam, | the tthdsneﬁ%uqfrﬁgIm itjek sheet,

Bl o8 it Bty vty BEGBRLEErlpSRaing, o embegding the

Snésbectwe efectrbnlcttkmtsﬂ(oshmlmescqs appeoRithately eqaai tof oragteater

FiraitwalinFag of i i thiekeees Albe Taprpated ey partculr, for

S@4rHS | that n?efvteeéﬂ Kle) ethldM’hb@.Q b behiddrf W. 76 tahd TBHUHAE the
w t hout enent i ng I@%ﬂe)tl cant neans. Next a

sthigknesp .qf said thickuprrigd israrRferahin @pamwnetely equal to or
greater than 0.60 mm (600 microns) and two external films form the two

coatings respectively.

According to a preferred implementation of the method according to
the invention, the printing station used for printing said plurality of first
patterns on a first surface of the thick sheet is formed of several cylinders
used as printing supports. Thus, the thick sheet that incorporates the
plurality of electronic units or modules is arranged in succession on the
surfaces of the cylinders during the printing step. The thick sheets are thus
curved or bent in the printing station, which those skilled in the art generally
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| ess definition but not necessarily, in the client's
station, directly on the first print or on a fine
internediate layer that is at |least partially
transparent, 10 arranged onghe first print. This
second print may define personal data. It will be
noted that the prints that follow the first patterns
may be made on the thick sheet on each card body
after a step of cutting the card body in the sheet.

lavdidii 1f Patic@ar, ahe Printing setiin i8 Gin Offsdt@thting station or similar
printed Batter ns. of each individual card body to

ffphm*"'fga ighcafinitien PriddSst ati on card by 15 card.
General ly, in the nethod according to the invention,
or in |bW}” batnetted thatdt sassikle |t%@f%@%§§V¢r@bﬁP§°%5&Y%Pr ints

%ﬁé%r{a\@g& an%g@gwgmea& SEbf @fza&ggee'ﬁm?sau a first, high

incorporated or e
adefmittcrgpatisrnnistrhade onstherfost sierfiadenof thedhhwkdsheetypartlcularly

£, SOEURY A B WBH oLl B eBtoquifs BithBLE irpiefrenting
téigmhem&neﬂ/ﬁs CNektS aSeddtld BMBL is sm@.aga@mﬁ; e, gehermly of

or may not include a first printe attern, iIs
daﬁs definkign ;hlatr@tmepﬁS%aﬂly,nntthmchsefrﬁ atﬁt'ow dieghiegn éhe first

dﬁrm?”c?r‘ 8R%a tff?\"énmtt%\‘?ﬁed?éte [A@Er fehay %hﬁfjléa%E g’a gﬁ‘ﬁyapgﬁkparent,

I'east one parti printed
tardgngeddom theofirst pant. tTrim sdawdapmmtl roay deﬁne persanahdptas
of 40 to 80 mcrons, 25 is added on top, with or
Wi t hoUt will biai noredsthatItheqyrlntanuataﬁjlemthedf ishpatieyns may be

Fade . oo, o85S SEEF SR b B 35 o Bl cr

O@Jd%« lrﬁtr@J%héélt Ih rtﬁlsd%ttéaldasemtﬁe @bamwuﬂdea hoSthe printed
| ows i ndi vi dual arlcatlono the cards in a second

mﬁitarnai ehpaph individuak gard boglyite digishdabreatisyin astatien card by

h&\f{'jng a lamnated overlay with the card body and 30
a clean card edge with a uniformcut, and thus a high

fabri T8RN Pribs PEd Aakd Blhgosel ATGRIdH o ARk, patch
azed fabatatinyg enethod frdsmoa nﬂa'@t ed shéeE(WWdﬂdNItlmolﬂ electtomc
bod and, at | east one [ attern on the

A

1glegentyincamorated peemesg e plaig)ggh &dvan qeﬁwa?thod
% Hed ¢Sy ihBRid Ig?ﬂnﬁﬁ %ta%ﬁ%a @ afd theh 'EbOSrqu the pnnts of

|ty of car nthe ormof a thick sheet
tthatcard nith goplastic averiayinfds cedaipethichnesy, whighuisaas tfpllows:

SEacH BT SR Wb S B} o ¢ 8 Bl b hefaldnce cur
tduttofethe hplaier with zai indtial contour witlsligiéatee dimersiond dagn that of
the finished card. Next, at least one particular print is printed on each card
body and an overlay that has a thickness, for example of 40 to 80 microns,
is added on top, with or without a thin resin layer, and assembled card by
card in a small press adapted to the larger format of these card bodies.

Finally, the final contour of the card is cut out inside said initial contour. This
allows individual fabrication of the cards in a second individual phase of the
fabrication method, while having a laminated overlay with the card body and
a clean card edge with a uniform cut, and thus a high quality card.
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C Printing a plurality of second patterns on a

surface of a partially 10 transparent filmor on a
respective plurality of partially transparent fil ns;

D) Arranging said filmor saigd plurality of filnms on

the side of said first surface of said thick sheet,

each second pattern being |ocated above a different

card body, or, after a step of cutting the card 15

bodies in said thick sheet, said plurality of filns on
sai d r'Elmohswehtien afdoucanderys af cardrfdbticatiossmethachfarieards that

(B PEh et A el bk MBroal T BB e oo
ctfodwsn@attle@ét 6@ 6rlﬁtédTletertnhah thé dide obfa fist dutfabewof the
| ocated on th respective card body and

t%@ b§9Vd°'?qu§ie”Z9d ﬁamfﬁ HHQC*HF’QS é'ﬂe F@M‘nﬁbﬁﬁﬂsal ly

vi sible through said filmor said f
AssentfVi igrmsngde phirality s sard hpcilesgauthe ffwmrpfaa tb@kcsheet that

2 Ay ip S et
et hot e ity it Bty B Sf AsREhe SRCe R Gyt o iy ik

prints tshdst sthat eacke firstipattesn is @rubailffexfsnachnd;b‘ody,
definition security pattern formng a general basic

pri nt @NPrihting aoplurdlity of wecohd patesns dnpa isut-fademfta pattially
is arranged on di fferent support for

per sonal Vg@%PEHﬁN fiphoren aygspes veypluralify peggélg tggnsparent
i dentityg Iq;,g Thi s inproved fabrication -10- nethod

t hus easi allows a personal i sed pattern and a high

def i nig Rﬂgaéfﬁ?%dné El*lr@"a‘)trts‘.%‘afd1 IuYal Bf‘Hn%{s ot %Fi%téng%a‘?d first

to the 'na pose persona
pattern' smfac'qoef ssauhlthndhtsiﬂéelmaael'\ ae;copdlpaﬁemdmng located

nature varies ndi.n n, what IS dest n f

i e ford °‘f:eoﬁp ﬁ'gr caaggs%qd%rpr helé c@tﬂng%e card
obj ect. Bbdies m@ééﬂrtﬂidk%e@fsaiﬁ pl‘[ﬁﬁhﬂ?&)f&llrﬁg Iﬁheéald respective
and/ or a photo a |l og a brand, etc. The s

cutting PHERIEY eﬁaardc%@djgs rehobat thqmmatﬁdts(vraceppf@e §pm or
after sfrR B #oc%%@&sop)thénﬁd )oﬁgﬁkle BRick! Qﬁ’éét or the printed

si mul t aneous e filmis ace cont act _
the car dsum'm;e o§ dﬂeepasts@sfrmaryl fiine s thahwd, orenef said films is

wor k wi t I thef .nal ti,ng of .the

car ds orf&gfl%da ﬂﬁ) t % Sécg eq oWépﬁﬁ "6‘?’1 é:a[)ciﬁ)ody nd that said first
patterns are at least partially visible through said film or said films,
and

E) Assembling said thick sheet with said film or said plurality of films
or each card body with one part of said film or one of said films.

While keeping the advantages of the invention described above, this
method constitutes an improvement that allows complex prints to be
performed, in particular of a high definition security pattern forming a
general basic print on which or above which a second printed pattern is
arranged on a different support, for example a personalised pattern as
happens with bank cards or identity cards. This improved fabrication
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assenbl i ng each card body with a respective

transparent overlay. One could even envisage a

station with a plurality of printed patterns on the

sane filmand each card body ¢pal ready cut)

i ndi vidual | y added opposite one part of the film

including a printed pattern, which is intended for

that card 15 body. Then, for exanple, a hot press can

be used to assenble said part of the filmwth the

|mé|thoctiulalhs Oﬁsﬂybald}warwl peréqnahbeuil patterpaand of Hidite definition

filmjs c t i n. Work n cont ous
AstEpatem, ViRl dperorptBRide B TakeeaRalbe SEpemosed.

Preferably, the final contour of each gard is cut jn

each RaPErsRn@isedunation hah BRISORAlAtar MPaRsany pint whose

Hé’l?ré Natie é’fdePEﬁdfn'g 531E Wz fitGs d@%tnﬁé& % lj8d f6r0a %ompany,

erre var ter prlntlng st ep ) sald first
pp$ﬂ$DBd apanionad or arc object dTvis tpersprpaheedonrim énay lbe arnwmber

d fi d
oA En B RBB B Tl "t
v e SRR Lol B I B o s
Sﬁébiﬁ)e S‘Pépé ] dnﬂl Eycaﬂﬁesdh(ﬁ@bt siffLianeous Mmedi Imflscmaced in

where the at |east partially_transparent
f‘FCPﬂ%@t)W!t@ﬂéﬁ cakg ba%g by tos a§§e@bfy| P@ﬁsprhhﬁ nescan wask with

-2 gﬁe ritif A ‘ﬁﬁa?&?&lhﬁ dfRé das &Lﬁﬁfsh%b@a‘?ﬁs g@tbtt?i BRe by

rotected unti nonent he at
passtenabllng eashsgandehody iwith ) respextiveli tngnspasept onerlay. One

t d it t
8o SR EriRhb8 T Sl M4 ALEEE, SPHFiS el on e
séme mmraﬁdwel@cmeanﬁt iss iyl aivedtg rcut) individualip ddakd deposrte one
printi out ~any ri sk of darmln%the printed

prart of Rge ﬁm. @clughrmaat prinied majtern, whichys intandegfor thatcard
flbécﬁf Wénn?&de%b%écorcggré@ chA®e §gh ﬂﬁéégérﬁblﬁnsald part of

securit rints to anot er sp eclfi
vhei ﬁmwztm Hm prdinidgali casd fholdmamd only then thecmloif the filse is cut

(el ORSEaf irbaCht emichEE, Y A HPRRRPR Y tie 2

qﬂ'kmbgmld filne.r Prsferdisy, wnarfﬁdheoﬁtodre:ﬁSéadhatérdaubl out in each
traaﬁaa%y fllmorfllrrsadthethlck she

ichsthep has greater npiopsthan that o t"i'ﬁjgmsggd card.

obtained as_in the other specific variant described,
above Aggerding tgratrrefaried warianiprafteichtirting step [y tsaig first

o8 8HeEa e o ey SEClUL BTEF S Gyl o d 5ot
agaud ficsitprriotad patlermsnpriomiokstep D)particul arly the
According a particular first variant, said protective film or said lacquer
are arranged in a removable manner on the first printed surface of the thick
sheet and are removed prior to step D) where the at least partially
transparent film(s) is/are arranged on said first printed surface. These
features ensure that the first printed patterns are protected until the moment
when the at least partially transparent film(s), including the print of the
second patterns, is (are) added above the first printed surface of the thick
sheet. This thick sheet can thus be stored and/or transported after printing
without any risk of damaging the printed patterns. This is particularly
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identity card market, the inproved nethod according to
the invention neans that steps B) and D) can easily
be perforned in different production sites, which nay
be located in different counjyies. Thus, for exanple,
the first printed pattern on the thick sheet defines
a general security print 15 requiring expensive

equi pnent and very good control of printing

techni ques, whereas the second printed pattern on the
timpostant euienf thienfirde brintesl patteras saefale thedhighi defiriticrt security
may .have | ess definition and be printed in a
d§§F$nation country using | ess expensi ve neans and
requirin% ess know how. eousl|

[ 20 Ad_van:@ . tﬂe
i npr oASEORAIRG da RQiBeH SREcitle vaRant, gan'i tivg, filgl,Qr dagnuer
t i &l ;
FonbARg nO T4 licd GRS 5 BUE SRV iy o he sheet

gingethey\dra selented Isoagls foror ar a'dhggerroa intarfaset ketwegs the at
0] L . | .

A At ARSH o ART o e BT o dssemoly

ritestepte). Ahe pameebendiits atef useobtalieed astiheh@other specific

BB Bk ot B a5 schier o pak of e

{fﬁbﬁé&éb Rardd 40d bﬁ?fﬂl@%%é o BeHtNPAst girtidIRAFansparent!

e prior art, while obtaining Iittle or no

def or iRy iddne g%gte'ﬁ:éﬁél]ﬁéigﬂ 'E:QﬁonQ o] Q&ﬂegﬁﬁfke@s,sﬁa”rﬁélg?ﬂy the

plates is arr _ ot press, to ow the he: _
tidentidyctardhonarkel, athep imprayved3metbod nactardingt todhe invention

360 R stops B b S90cAT Barlit peFRLERIN giterapt prpduction
Bites hahichemaysb@docated! in differenteblatties) Thak! iferaéxargple, the
Fesjl&ectr_onl c cards with a very high quality print

. ) ed :
st Brifted; patieg} onefhe dhickpthigrindatingh a geae|i saquity print
28 BN ckhipptentll e SRSty s,
syhareas riber pecend myinted patiaral onythef trainspareniti fmudiefises a

[ d_j [ t S of_ these . -
SSrROeREE Gttt 34, By e B oo anf B8 priptegy i 2
slegtinatiort coBstry usire lessi etpergivel adams. avdrequising dess know-
have denonstrated that, surprisingly, electronic

aWts or nodul es enbedded in a relatively flexible

thick sheet may, in several cases, pass through a . .
pri nt Asyastagecyslyoithe hirmprovegh et @CCoIfing: (t@ ctheoinvention

403, 0l EPRALEBaRUROSATRIEE ol b8 Brldred win o
whick sheet, axrinted ®ngbeth sides, via a small supply of energy relative to
the quantity of energy generally used in step A); which limits deformations
of the thick sheet and even prevents any perceptible deformations in the
first printed patterns. However, given the greater stability of the printed
sheet, one may envisage, in particular, fabrication with a supply of heat, as
in the prior art, while obtaining little or no deformation. This should be
provided when a stack of plates is arranged in a hot press, to aliow the heat

to reach the median plates.

As in the method according to the invention first mentioned,
surprisingly for those skilled in the art who would not have envisage such a
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these el enents sone flexibility and capacity to deform

elastically, if possible. Precautions may be

necessary as regards the electric connections and

i nks between the el ectronicqelenents. In particular,

flexible supports and sliding electric contacts w ||

be preferred, 15 Preferably, the printing station

provided for the first patterns is an Ofset or

simlar printing station for making high definition

pnehhrbd ofdabridating telectronicrdasde nwith i arverarhight quality printed
ralit oft ird, pattern aregal so. prin th

Batts 1t pcbste fRble et Wiyl §Bfigf or the firs

Jatter®d is ftthet oflsel@mtic m&idrs alded &g printiAg Suppors! and the

| aced on each third printed pattern that

Abick sBet ncorRorating tha aIUERILY 6F RGP RS IsraTEingeddaseries
%’netfh%rﬁim (?ihlﬁ\egé flinderd o‘iﬁiﬁgrtﬁe Prié\?iﬁ?h & aAdss 1icurved

assenb sane st e varl ous
sevearal tintas @ ttmepnpmg statiod. VABousl teste hayverdemonstrated that,

sl plestrid RS orcebiRs HRBelitd n  RipRVEY flexiole
shuele:shheeg rﬁa?r wse‘?éral l)ca?ﬁé %ﬁwthrb?gl?rha Qflﬁgﬁgérstétlwﬂof this
t wo | ras o e | Na I C S O apri c

depe)withpyt fﬂ%eM@P&JP@FS 953@19%'? F%‘"'ﬁ@ﬂg% ﬁ"\?@ certain
%&Hﬁé%l&fneﬁﬁehé\fﬁ ‘gmf icBht BifehsiG%S  cdre \ﬁiﬂ %feﬁfa%%hyto give

approxi mately equa or greater than 0.6 )
thesa elements $@npo£lexlbilley tandreapagdy ata tdefOHEsetastlcally, if

PREEDIG FeroSudfE AR i niiarteh e Rbffs 1hE elesh conppotons

!ﬂmde!inlislobemeéri‘lme)relédt?ﬂucs ete‘rﬂe:ﬁtd goin paetiaular, éﬁxible supports
parti ar ent ed to one or these two
npf%@é‘dle*?ﬁ rne cmtﬁd‘ﬁéﬂ" L;em&;é,rrqu sel ected so that

-13- it forns an adherence interface betvveen the film

and t ligetarplly. i qrintingestation ipjovidad Sof {he firelspattempels an
'@ﬁﬁt@%ﬁﬁﬁar"&lﬁgog gvaﬁ%hga&ﬁgmbn Sﬁ prinfsh 2

vari ant i's e to depo |n Pras n

I Al f f

2" Al B, s bR o
\ane | alsd prmteﬂommtbe seimlndcamléa@ﬂ \oértheh’etuclq sheet in a printing
Stations 2ot =b st et trnsnBbe P ate; s siaksd ofsarh dhird

@nﬁeéd Baﬂemtad%%-réé"ﬁf tﬁt‘ caachies %ﬁﬁéﬁ‘éms*ai&ﬂwlélo sheet.
he thin resin |ayer. The nethod accordl ng t

IH{@@ﬁ@b'Mnthﬁiﬁf% %ﬁnggvfé[msa@(@Sadqeq and aﬁgembl %1 F’Ul'lng the
SaMePEBAiferithb P4Robd Blints RREABEH fertinfiéf ! ectronic

As in the method according to the invention that was first mentioned,

in a preferred variant, the thickness of said thick sheet, is approximately
equal to or greater than two thirds of the final thickness of the fabricated
cards. In the particular case of the bankcards, the thickness of the thick,
printed sheet is preferably approximately equal to or greater than 0.60 mm.

Generally, it is possible to provide a thin resin layer that is deposited
or arranged on the first, respectively second printed surface of the thick
sheet, or on the printed surface of the at least partially transparent film

added to one or these two surfaces. This thin resin layer is selected so that
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prior art for fabricating cards with at | east one high

guality printed pattern protected by a transparent

coating. Two different cases can be differentiated,

where the thick sheet accordifg to the invention

brings a significant advantage. In the first case, a

card body with a greater thickness 15 can incorporate

hi gher el ectronic elenments than those that could be

integrated in a nethod of the prior art. In the second

dtferm$ aan eactmievme ?htecfacer&etweeht the fimdahd, thehthick sheet.
terla coverin

eRaralt. s Tin Feaif akasis aridhgrdn Bhe Pited BateL However,

|H9a %ﬁﬁn@flt ii:. Eﬂﬁlﬁﬁdtoaééﬁﬁéﬂ fib Hﬁntr@zglrpfdy@f fi ?s!ttof aII on the
Thus, the th ness of the material 20 formng t

tsmrface| af the abap@rtamncsmeﬂmanﬁetr@lnetn pint dh©|resmntT§ns tatter

r I I
sur ﬁ'lg ésSth‘gp%eVFl d”@%ﬁc |k/¥|a ﬂﬁ\? ?qua ﬁﬁ/\ﬂtg:ftlﬂ n%vcﬁéi %he inks
|spteadingt hlagh%lyadumg; thé amnmhlynstep dheparticalar rh;orlaramatlon
for obtai erfect, reproduction of th ringed, . .
herer . ORI By o theahal GREIIY: ReTRRIBRE. B thip resin
may& i al covering the 25 electronic elements is too

snal |, the electronic elenents generally generate

sone V‘ﬁ'\é Hﬁ?%fhcé&@n%@h@qgﬁeﬁ i R&S seVérat aP\?antages First

parti cul ar e case e sheet that defines
chrail nidzaresrqulcebmlahla amatbyc@'pewertgleker elegctroniownits than the

B4 5!l SED. Ml Uy EEPAE  F rers

tmet&néd ebgd apl transp?arbnyewatl@e Tiwa ediffdred cases can be
el e ni c enents to h

SHrSrepBetnch Where: e Hick Sheef Hsepcling o ihe, y8agon brings 2
| i it éd?/%ﬁtéﬂés lﬁ'thesflfs‘?%ﬁsé Na CHR] BBHG Wit a Pi‘é’ater thickness

formng the ers. \Wen the sheets formng the card
K e@cqp@raten%@@er elegiionineelaneents than thase bthad ¢auld be
(Sl n 8RBt W 87 Fod "Bl SO o ghven

serled:tromd: rumkoesmo«tw\egltlnmg;udmweloéqmmnat cdveringtthe ﬁ:p and
net h [

acc rd| t he i nvention thus increases
ol staeSS o e Albcknia Semiants i, Serset luan iifeccase of a
Théetiat §c@6}@|rﬁ1%’qﬁéspﬁop%ﬁ eThigs!! ﬁﬁ;Cthcﬁﬁé’ése of Qhet Rterial
t hi ck sheet hen exhibits a evel

foapingstiedhiek layemabeveyansd bgiawthe, g?@ﬁmwr elemwﬂédﬁ/gfeater

H}Hléh tl'm)lrék?]%%l@eé?%éé ar cﬁlynﬁ’ét Su aﬁc%b E&[téj lf(? ba%btifhed for
I nal asse | eas

tqualiypprinting. lihdeed) ¢he ﬂfa'tnessrrmj the apdmbed apeet & fmpdmtmt for

o%téll];\%gcgedﬂeb rggrotdug{lon o* t?\e printed pattern.

As already stated, when the thickness of the material covering the
electronic elements is too small, the electronic elements generally generate
some waviness at the card body surface. This is particularly the case when
the sheet that defines the card bodies is obtained by pressing at least two
plastic sheets between which the electronic elements are placed. When
these electronic elements penetrate the softened plastic layers, the material
is deformed to allow the electronic elements to be housed or embedded in
the plastic layers, which causes internal tensions or stress in the material
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advant age of the nmethods according to the invention,
nanmely the assenbly step after the printing steps
consists only in assenbling the thick sheet formng

the card bodies to relativelysthin outlays. This

assenbly can thus be achieved by lam nation at a
relatively low tenperature for a relatively short 15
time, i.e. with alimted supply of energy. The

outl ays are generally stabilised by the surfaces of
tformipgethe lapers. Wikenithe sheets farmiray tire cardf bodies aby rémeved

nao e Wb b P WA S8 B 5 B e

feéctrdrit Selbiats |81 RGN sdpdiallfNivhehatiets .@daﬁlzt a98mall
is already very significant as 20 regards the net

dhicknesgpeovaring the tccmmglgme@ta a larger supply of
energy given the presence of the two internediate
sheet sSThesméthed pc'cmdmg;to thep pyention Tihus jnareasesathe thickness

i BbieB £t o thecBiektoR e apH TABEE"g Popigl Btace
e s S i e i s
5hiTDS G0oaer PGB0 ShpRPEs MATRBVET ST JBICK st Wik gsmain more
Rtabik rl?\gtfh%r figall Sssehly 's&H GAR t‘ﬁ'éréﬂ“l@a&hﬁalftlbﬂﬁltransparent
asserrbd%/ wher e these printed patterns

mutlay edl hiat mawrs agvaniags: eetﬁuth@y eelnhm@babserﬂnother maJor

ey aPlagel B Aol B 4 a1 3hE iR hARely fie assembly
Siteys eaftehethéi pnsmlntgaistqaim can%?sﬁshterﬁlyeinoasbel?bli@; theartisick heet
rinte on e S| de | S et, | | S
Biraing Jad pagh bodies torielafiueliBin aitaysy RS GssEMElY gan thus be
td&ﬁﬁﬁleﬁvﬁly Ritkih&fioR -at '@f&ﬂ“@ly I férﬁFelfdtu fo@%sn@l@cl\bély short

this -15-" position will rendin stab his is not the
dime iien withea limited sapply@feenergyie two patterns are
respectively printed on two internediate |ayers, which
requi riée oytlaysi are genaailwetapdsed|tm1ﬂhngsmtac|eagafftha fress and

58 S e Al 01 1Kot i Y0 s Wl il il bncerao

b e;t@rcéptf]ma delmmatwrt wgn aheé lsynalisambaiit of erlmrglyamedsary for
et en the I.nla t he transparent outl a
hig dinak lamigatien éﬁ%%%iatt%@qvm j 18 rAIkgRdy \)énsslgslé%ant as
%ﬁr@s thé mé’(h@@rofgﬁe thZ‘S’r’cPhﬁﬁ:’h r&qbﬁé& raSIaFdrbr*%%pply of energy

per [ am nat e ose S In the
;gn@rne rtb%I presepcee of diher dwoi iriermediateu ishgetss usede aswprinting

SPBEE, kb, BT B ARS8 Sheb ek Brporates
tlem avl@dtronic elements, which, within the scope of the invention, has a
greater thickness, means that the two separately printed intermediate layers
can be omitted and also ensures that the quality of the printed patterns is
not reduced during the final assembly step where these printed patterns
where the printed patterns are protected by a transparent outlay.

Another important advantage concerns the fabrication of cards that
have back-to-back prints. Since the first pattern and the second pattern are
printed on either side of the thick sheet, it is relatively easy to ensure the
relative position of these two patterns. Moreover, during final assembly, this
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performed on such matt plastic sheets. This surface

state limts the definition possible for the printed
pattern. However, within the scope of the present
invention, when the first paggern is printed on the

thick sheet, the latter may have snoot her surfaces.

This thick sheet needs only to be made, 15 at least in

a final step, in a press that has snooth surfaces. The
thick sheet that results fromthe nmethods according
tpnsiﬂirm willremaio stalde. Thisss bet tMara‘aecinlthesmboart wiere the two
fla i ch means hat v fine. an

et &€ FerPasvel RS e PidiPindisle'laVSR. Wjgh requires
r‘r'.!r@Ellséeife!Iai’cl\lta-l p@smmng c!l.ﬁflThgbﬁnaIoéés@niitﬁyI artPDthd télativé Ppesition
scope of I nprooved nethod, the inventjion is ver

daauweageeueg t@ fieal %ﬁesmblmsi@,m@n thatighe éﬂt@l’mﬁg'a e sheets
f | n t e f I

Y| B8YE GuiteeALRO R8I RY qriPanshed Ualeef gy aRd the
dmnsnanemmmwes Mor eover , the t hi ck | ayer is stable
since it has a mninmum of internal residual tensions
conparfnbther interesting advaptage off thehiaventiam walt also%e noted In

Th this thick. a f

R ta Al st S ta b BionBr Hlirted 11658 Shiied Fhthe art
Rirefdrably chieRebaayesrs with attcdurfdtes! i & SwithaSmid?dtraliefeTthus, in
that incorporates the el ectronic el enents and has, in

ptbﬂtm%fth‘PgrOf the prigr artglesgtibed wtneamtreﬂngtmh stntiRgds geperally
dd® Yr2lsu gﬁ }rﬁﬁé (yé’élﬁ %ﬁea msp%LHS&Q stafe qgﬁ’ﬁé the
I nls at rom

ootalnthe cards, 'S m ssing
tdﬁ niton posdiblerfon thel pahtest pattemt hi@wevan,swmlmerthe scope of the

HESERL Bl WaF tne TR PRI Je Rini G rahe ik sfeet the
tlbﬁ@r mé?ﬁa&é%ﬁﬁﬁﬁtﬁdr Safadas. Whishtﬁ&l@sﬁéét%e‘db&ﬁﬂy to be made,
partlcu arly via a small sup ener

éHdereddn @nnalsiep. gp iapress 5@@& rea%gmsp@ ﬁ@%ae%ﬁﬂd@thlck sheet

n@ﬁﬁ;@ tian
Sﬁgingg%éltegn?mgﬁjttﬁays an assen‘EcT";l/(j1 tP e}hé)r?nout ogygar\}vi tthHs be
tresfectly ckmobtietandafiat, hwhiche nmrﬁomatdvesﬁ figel asd very small

OB B R 3 BE0S, T Y pB aybing oan b

@bigihedocations by the client with st atl ons t hat

belong to him In sunmary, during final |am nation or
bondi Witkiht e Rcbpéi 60 thd Nmpréddd rAéthdaYitRE MRkKtiGNEs very
central thick sheet, which is not deforned |ocally or
Aavantageoys; siace fissieoicall arthickdayen issapprgtess vm@g@atmg the
%ﬁé’ctfcymc efdrbhise! As Hlérﬁ{o%gdoéﬁé\@/ Sthréeh’(ﬁ? ay%} mnly e flat,
sheet I's arrangéd, constltutes nt age

uniform surfaces. Moreover the thick layer is stable smce it has a minimum

of internal residual tensions compared to the inner layers of the prior art.
Thus, this thick layer forms a very good support for high definition printing
by the card manufacturer or printing specialist. A thick sheet is thus
obtained that incorporates the electronic elements and has, in particular,
very high quality patterns on both sides, in particular at least one security
pattern. In order to obtain the finished cards, all that is missing from the
thick printed sheet are the transparent protective coatings. Transparent
films can be printed in a relatively simple and inexpensive station, and then



10

15

20

25

t hat guarantees fabrication of cards that have very

hi gh quality prints, which are not likely to be

damaged during said | am nation or final bonding. This
means that industrial efficiegcy or yield can be

i ncreased and printing on the transparent outlays and
the assenbly thereof to the central thick sheet 15 can
be perforned at other |ocations in different
manufacturing sites to those where the thick sheets
&a;]ssen'aﬂ@df iy hmtmhitgé thriokd shqrer;cprdwuchMye vne;af smai dsupply of
the surfaces of t eet s. e jnvention al so . ,
LR eGh ersvissiBal Hpgitedditeris i otk aaed during this
Ifm4P| 2488 ﬂﬂﬁntfr%rdncmé WanSpafett dutRys Carsd %s&ﬁhbumf the

i nventi on I nternmedi ate product is fornmed
Dutlaye withithe thickoshestassthys kenpedarmed Laingl lesy cemplex and

%fscé%%%‘l\sg\é&&agépgrégﬁgog Ieﬁgﬁuahﬁeeosﬁ PHKSI ﬁJh%rséls'(t:éeé’sa&fn be

card aving on a t1rst sur

[dchiesledtat ather locatioms bgntmlclpmtttvaﬂmatld:ms that belong to him.
advant ageous variant, said plurality of first patterns

ls lcow?rsed}mihw ﬂunhgtfmall l!atﬂnneﬁaut\ lun@oggmgoaﬂtén mﬂtmg khe fact
asti C Im a resi ayer or a C

Sihaing onhialte Sraral Hick Sheswhish 8 Bl dplprmed locally or
Fal fr the Sfds Pn@é thd §H%‘H3§Lﬂifblfly bﬂhngﬁﬂo%'nﬂ%d"félélnléﬂﬁthm

a transfer fil st case,

mtﬂayebeb:eemumiqhgthesshmamnggd aqonahtyé@s amnajaéadvantage
' t. .S, d

Mot Syt Sphrikaudr” 6F R 8l Ha e Uil Hibn bRal] DrRAE nich
tdng rp:tdll@lryt tWB?Cdmhd ag?d ai?uhmg&ra dammaltm?tar MIctTmmﬂgl This
and is s .inte o form eas arti a .

S tiabinai el Shiierey, oL el gan b Brelsid ARpgrinting on
'tﬁé Ql'dﬁ%ﬁhfﬂrﬁ RAAYS End ﬂh@ é’sd%ﬁly EHErRbf ‘!’@Eheaaéntrélhﬁlck sheet
first patterns define high defihition securit

wantke performed at ather Ieeatiensdn diffareat manufa&tla'mgew& testhose
rferkiths Lfﬁilgo nsg'eereS? S ﬁ?%qep bfid tRe i @en g?glﬁﬂ é)gl”ﬁgsu ard’ Eerformed

i'nventi on y a pla

|dntﬂhemmlaates<mﬁtmé shdaetsi nproved net hod of the
invention. This plate includes a thick sheet or |ayer

t hat mheqm@mt&irealsorcombmksam iméxmediateyooderni-finished product
[ ines a respective plurality of card

&Js and de ri)
imnéhes Hebricatian @, cards | 3eordNg; i dhe, invention. This
lgbfal/e ‘bfr c‘judt% fBFr}nBHecﬂ( BadHet 1t flat -Hﬂ:%r;%rﬁfé% &Uéhﬂﬁrds a

|nc |rs east” partially transparent fil
aluraiiycef alectsenid units andsdefinasea ogspegtive plurality of card bodles

said sheet having on a first surface a plurality of first printed patterns.

In an advantageous variant, said plurality of first patterns is covered
by a protective coating, in particular by a plastic film, a resin layer or a
lacquer. It should be noted that the lacquer could be, for example, a sort of
transparent ink deposited with the aid of a transfer film.

In a first case, the protective coating is temporarily arranged on the
thick sheet. It is thus not very adherent to the sheet and can therefore be
removed.
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thick sheet or |ayer and has a plurality of second
patterns printed on its inner surface, each card body
bei ng associated with a first pattern and a 15 second
pattern, which are | ocated ayyapproximately the sane

| evel of the <card. In a particular variant, said
plurality of first patterns and said plurality of

second patterns are separated from each other by a

thin, at least partially transparent |ayer form ng an
adher elnca siembadfms‘e, tBé protective edaatingdadheresnsecureiy to said

MQS%.#@ r{b eféé‘i B}ggfl é%e:g?qra@alfyu{qaﬁ%qqrent layer for

p@dr&@’f‘%ndﬁé@frohﬂtkﬁé‘ﬁft&%ed@t@ Btuct he plate has, on
the side of its second surface, at | east one

pI ur al jnty pg P 1chf§rr\/§rlaht the ¢r§ﬂ5§t@rﬁ§ defi ﬁé ?’%ﬁgeﬁﬂ itidR sdkurity

| east par ranspar ent coat|l ng resent
mat&ms,onpa\ntnbulabe priot t B@n@ﬁsmrbmﬂlaﬁwew \Alchai are virtually

ed drawi ng, given by way of
r?%‘%gf 'ﬁ%‘?egpg which: - Figure 1, already
descrl sho schemati cal | card fabricat.
ot ot e JPUSTRT o SRBE ofally CShd PRLE . ohaHed  during
biipfenentaiol dfthé irhprovedtmethdd; of- tﬂaémverﬁioﬂu Wﬁlﬁplafwmwdes

schematically a first inplenentati on node of a]
fashick shest ordayas dhak wpencrfgtetso% ﬁ@hq%emhefﬁhtv “of lectronic
YA BIALE 38BN RN oPERPNER, Tho S0kl Bl on o

Hirst surfaces atplkinality oﬁ <E r&trmmtedapagteis dbenplate further includes a

T84 RETER o YeBark i’ Sefng @ brcSiy e Bt of said

shlvknsieatadd layan ankf hag wplmélimmfsgétjdrﬂnpamemfsepmw on its
used for, printing the thick sheets accordi ng_ q{Eq!
‘HO%h?PEfﬂce TeRCH pagq bpdy eiich aasratefoWEn & TirHePaharRnd a
i [ i+g I [
ar agt Eﬁé@dmﬁd} %Fa% Ia t hi éaE% eet ggelﬁ\}ﬁécén?e 1ével of the
|Gafdr porates or enbeds a plurality of electronic units

4, is first of all formed. This thick sheet 20
defi nde apaiticular ivayiaot, said plusality ef fiestgratterns agidrspiduplurality

f%cégﬁh%s%gniﬂmeqqga{ R k Sga%%tot%gr 9% t%?n,%??eeas?)ﬁartially
transparent layer forming an adherence interface.

In a preferred variant, the first patterns define high definition security
patterns and the second patterns define, in part, personal data.

In another variant, the plate has, on the side of its second surface, at
least one plurality of third printed patterns protected by an at least partially
transparent coating.

The present invention will be further described below with reference
to the annexed drawing, given by way of non-limiting example, in which:

- Figure 1, already described, shows schematically a card fabricating
method according to the prior art and including back-to-back printed
patterns;
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15 skilled in the art, particularly using several

| ayers | am nated or bonded to each other. In a

variant, at |east one central |ayer has apertures,

whi ch house at |east electrggic elenents 8 and 10. In
anot her variant, electronic wunit 4 is incorporated in

a press where plastic layers are first of all softened
sufficiently and then pressed in a controll ed manner

so that electronic unit 4 20 penetrates these | ayers

t o forrRigure Evshdesbhgmafbalbj«asﬂirsEimﬁlém&rrlatid:m mode of the

t . t b by.
ﬁ?%ﬁ%gwcéiﬁhanqm?%c%etr 3% 1 eBHOLd 21 anu oz of
t hi kI 0 t |
Howev e e Shoms 91 ecidsqueaeROOMTERGFE SRk sheet
%J:&Pb?atfhb ?BIU?&IW%P%(&TJO&@U&%’GN at a |ower |evel,

any type of display, a 25 logo or a hologram Parti al
pri n“ leRfentS1bH FRARYbS th
part 1 o AR, Paws SESRAREAN) o 3683t [RMlchfanta fRaBf the

zmrd:f,abmaﬁggfmethed according ée tiElinyedtio?, which are
very flat and preferably snooth in appearance, are
obt ai ndidgurSsnBeandheéd shawskisehematically ak ESfffset priting station

h h f th f h
Hrelarabiy ueee b regrint?%@eﬁnhéc@%%{e@ tetcalia Bind ivaition: 4
cur 1 adhS Fisty iapismentShitcolel ot dhe; el Atcord to the

MRvdritiont §fow §¢ IFduwrae2 u@%ﬁaiabtér%@ inaghat a2Bick het! 40, Behich
noted that the hi ckness of the material formn

tlmcmaorai% er 2obgsis@ PMQ'IWle&}P@TQm@ HBits 4, ISeﬁlréheﬁaléqumed
h@lcgssﬂu@éﬁ P RHhES égﬂﬂq‘aﬁlﬂaﬁf %Ed '?J]pﬁhszegéh Fh&Hlfg an

ace Wavli nes e prior art
iedectmdnipuatdnt again after thick |ayer 20 has been
formed in accordance with the invention by the sane

]E echn dThagmnckAsh?etdjzo g:atmbe hﬁad@tﬂyoahwte%ﬂmqtmgngwh ao, those
L[St a erns a In the ri ant escrjl pe r

SR e, ety padisilly (Singcsavera lavars, Gaaated: o baRded to
Jéacﬁnoﬂw@e v mérﬂC%‘i laéstaaﬁe ?e%nﬂfal Hyecikhésahsérta%s lwhich

order to do this, thick sheet is introduced into a
hausei atgeesfaelectsompr@emeam B am:é 16r imanathesivariash eleetronic

TG B2 Blrdteln S bt BBt ol e R0 5P 5 SREnes
@mﬁd@rﬁtbjrmd)meﬂ m'fesseﬂdm aagantiofied Inyanrercepthabélectronic unit 4
PEnlals a5 lavels 30 douB ish@wishdeingr bk, Sfgstc20 can, in
Iaﬁlwer%nlaﬁt Yeouhained bPpbaaing oR Meding wligwid re&if.

descri b
Preferably, flat surfaces 21 and 22 of thick layer 20 are opaque, and

in particular, white. However, some areas of these surfaces can have other
colours or be transparent to reveal, at a lower level, any type of display, a
logo or a hologram. Partial printing on these transparent areas may be
envisaged, particularly for security purposes.

When thick layer 20 is being formed, surfaces 21 and 22, which are
very flat and preferably smooth in appearance, are obtained. Since the
thickness of thick sheet 20 is greater than that of the inlay of the prior art

shown in Figure 1, the presence of electronic module 4 inside layer 20
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bel ow. Once the first and second patterns 14 and 15
have been printed on each side of thick sheet 20,
these printed patterns are protected, in a particular
variant, by two at |east parygally transparent filns
16 and 17. 20 These filns 16 and 17 are thus added
either side of the thick sheet 20 and assenbl ed
thereto by lam nation or bonding in a press (for
exanple with flat pressure surfaces or continuous

ps@ﬁeelmaﬂexcts' theedtateosf uatdces.2 1Timds 22 thobe skilletddp the art can
gw res little or no thermal ener

t it |
thes Seqhniae, usedy e fovnelax%lgﬁﬁ Fif il bepted that the
Sl'ﬂ?&tnegg of 'thginég%gﬁlrzgYﬁflﬂ Q?EPQGQUOQB #1d bkRw electronic

surfaces _ he scope of the
i elements B andelGis mush gmatterrﬂr@nath@t afidelayi amfeFigyrend. The

d d . fei. . s .
SRR WARAE 58 £ 57l 3RTBLAH BB B0BRater ik
dlageg 20hieas] been dfomaeti inahcddrdarsce withRihguineetioth byt the same
cas of formation of a bank card, i.e. a card with an
naled¥hi ckness of between 0.76 and 0.84 nm the

th| ckness of thick layer 20 is betvvegn 600 and ; )
i cror@ccqremgetfeathgwee%ﬁé qfifbe inyenkinBs irshpaights 14@nd, in the

t@a"]’mq{e%%ebgé“h'efé/ sdtond hatferRSh9es8 @Spastldhy dlrectrlly printed

m crons aCcarding to the | nvention
ton dhe deo sjfrfad&so?d aage22 @f)thugk taysr Gidnyorder to do this, thick

YT Ul Bt Afon Aot 48 i g aton

nerénrsngeaf fcﬁxmghl defiitiom peibthve thatheart pradutes senf 950d quality
pr.oxi nat e

in%ekre'eg hopafiowar m‘?'efé‘afﬁﬁtﬁfs }J?s'sﬁ éﬁat 3 ohrmf%'f perceptible to
ft‘Plb'W&kéd”ﬁge 'ﬁrﬁr%?ﬂeﬁgpﬂi’ﬁtﬁgsst%éﬁ‘ fér ﬁﬁkﬂmg’ tHf fik®a@ind $etond

forma conpact | ayer unt of ‘energy necessary
fpattarne ot bjckdayer 20 id slyowmiins Figuires 5| ard will be déscribed
ctgégﬁl derably greater than the small anount of 10

y necessary for | am nating outlays 16 and 17,

thi okrigbes §fe e ana BELTH BaT S REAGH {52phupeen miptd on
r it siddy of thickagihest 2o, $h§§@?ﬁﬁte?dl pattérns2arefprotactéd, in a
| ayer 20 our to the inner surfaces of transpglrent

t

| w@pglawaéﬁat by twacpkdeast partially drmnsearend: Hims ifeand 17.

tihgsd ﬁﬁﬁé%fﬁi‘éﬁé IR% AddedP &ﬁ*é}eéﬂ?% thé‘x'ﬁbk‘é!ﬁbehzo and
particula I'n th epresenceo inks Tormng printed
assembled thereto by lamination or bonding in a press (for example with flat
pressure surfaces or continuous press by cylinders or beits). This assembly
step requires little or no thermal energy so that it is easily possible to ensure
the stability of thick sheet 20, i.e. to prevent any deformation of its surfaces
21 and 22. Thus, within the scope of the invention, the printed patterns are
not liable to be damaged by the final step of assembling the layers. Finally,
the cards are cut into the resulting plate along the dotted vertical lines in

Figure 2.

In the case of formation of a bank card, i.e. a card with an ISO
thickness of between 0.76 and 0.84 mm, the thickness of thick layer 20 is
between 600 and 720 microns, for example and the thickness of each
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patterns 14 and 15, increases the adherence of the

| am nated | ayers and thus the solidity of the

assenbly of layer 20 with filns 16 and 17. GCenerally,

the assenbly of the transparegt filns to the thick

| ayer or the addition of a coating to each printed

pattern is achieved so as to ensure 20 that the film

or coating adheres properly to the correspondi ng card

body, i.e. to the thick sheet. Thus, the selection of

i tnmssmdhp roumgen 6al 1§h Us edetienb 60 ahds 80 micionst aBererally,
ove, . the pr

t f n adher en
ST Ao Do o SRR RSs o AeR el prpterably
aapproRintately edddl tSrkﬁrUg?r%até}' tﬁﬁh'tﬂe%% lﬁ%@%é fivaP ﬁﬂ&kr}éss of

of thetrans arent outlays with ick 25 central
sﬂh@efabrlqat@d md@flntthe peeliloulamexamplameroabwa dhe ghiekness of

S8 2078 ey AL P 547 oo 0l 050

sam. materials or different materials. Thus, thick
| ayer 20 may be fornmed of various materi aIs and

sever af tmdbidg@yﬁﬂslsﬁéﬂﬁédllm@ lamigatiiet b@@s&ﬂtma@mptwof heat

tho\§e skille n the art is inmportant is
@kcqnyg,%qt lgyer, Jhe %’ﬂ@'é'i‘t Qfoef'%rrgh‘s“%P%S&BBber ?‘ﬁa?tep of
f
FRADIREOLY 038 el 20,8 ccRaRlHi st 10 1 Bt g o
mergvitneﬁesaatyhfarklagheamg muﬂems 1£cendd17hgwhm:ht have a small

| BERREs? ﬁgm'r%@q i fh?“\ﬁ“&“%ﬁﬁ'%h?h c layers 26 and

27 between rali.ty of electro nits 28

2 o o B Bateufat VBBt (A i reSh By i fhled f pirfacst 21 and
| 22 bfithiok lays 200baO IR RS ifHarGlirfaced of ariirRpheshttiByérs 16 and
cail or antenna 30. Layers 26 and 27. are softened and

p1’ s Seledad oin an e?mepeaf@ctmaﬁn%r ulig sesi jlayemdlefines an
t at ?ayeréﬁggﬁgﬁ% @9 Egi\ﬁiﬁtl}oﬁhé pﬁsSI gni ﬂr@(gnf@(ﬁﬁﬁ"@ printed
dqestterns d 4 anc:l H, ia\mcsreases itie eaghhatemtecof the taramabadjlawers and
. I eS 1 N rom
Hius Yhd SaunyHriRe BS3ERBlY & ! £ it fm%%vﬁ f7some

the. " Sendally ang Hsembiiiof 106 yRnepaieh oiins 18 18Y thick Idyer or
Ithe @‘d@l@hod &f %bbtll@td‘@é@ﬁi phhﬁ'!d péﬁé?hh@bcﬁi@‘zbé%bsas fo ensure

other electronic units or dul es can

ithebthedHar @caatingadherey pzoperlmpdhe @@yreﬁeom@nmr%yody, ie.
Vca Irth@ lﬂﬁlcf( %ﬁ@@ e i3, h!?%%ie{:ﬁoﬁ B ffksSHd/bEMaltdhidid B84 may be

al'so
of some importance. As mentioned above, the presence of an adherence

interface, generally formed by a thin resin layer or any lacquer, can ensure
a solid and durable assembly of the transparent outlays with the thick
central sheet.

The use of the term thick layer or thick sheet does not mean that this
thick layer or sheet cannot be formed of a plurality of sub-layers‘formed of
the same materials or different materials. Thus, thick layer 20 may be
formed of various materials and several sub-layers according to a method
known to those skilled in the art. What is important is that the thick layer or
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at | east one electronic elenent can be approxi mately
flush with at | east one surface of the inlay 24. In
order to obtain a thick layer according to the

invention that has flat, 2G4uniformsurfaces, in

order to have a very high quality printing support,

two, preferably opaque, white |layers 32 and 33 are
arranged on either side of inlay 24 and the assenbly

is placed in a lamnating station to forma nulti-

khget 20 fotms @t supposbthat kahhreseive quimtingtafia pfurality ofipatterns
thick |ayer 36 en that no pattern is then printed
Qﬂacﬂ%a%tlﬂ’\ed%fégs?gﬂ gC&Pers 32 and 33, enough 25 ener gy
can be supplied to reduce any residual interna

t ensi 6igHrBr 3sEhEWs aﬁ improyedo yagant «f 8 .t@ﬁlq §h%%tf dprmed

LAY6H gf’ﬁ) fHebndeht aces o?ﬁﬁéﬁa ﬁﬂé&?‘!? idHdeERSa laminating

presen the sur necessary.
§tatnvsmthatWo aflastar fayegs t26 cod 27ebetmae|rasvhxdn i@ yurality of

IRERBR s 2 ¥ puangBy TR S Bttty inpluding

aHlihrgeatedtciichit 29sdcrmrectddtt a coil bagnfdhnadd. haayerm 86 and 27
honogenous surfaces w th di fferent material s

pER FP@%’I‘%G’ apd nragsachse agto |epakad elestropis. uniise3 ibihecniay 24
ab.suéi aeasgémreeb%éﬁ gﬁ.ﬁ léNérE 26l and 271 IRAR: to be

ﬁ] pa tl Ccu of transparent
significamtly lﬂeémnedatretheaargatcrfantegraied cmrcug 29 amd goil 30, with a

SR ACH ol Fabid ROET Sroch b AR popBiritno te
hwelUayers! sbetwavingds ofteeippear] artheosirfacesuof inlaiB24ird the
thus forma conpact layer with ljittle or no internal

AEasyhere theseielertinicelemants &g iqrgtede two layers 32

and 33 and assenbling these two layers to inlay,24 in

a | anitnall ke dioied dhaprigy PHes ‘Aa"!amték OFWeFt%TQ"FPat“mtS or
Prfb?dt{é@tca?lmﬁgt fﬁggﬁix‘frét%ﬁeﬁro ah"ifaySl! rihﬁigh egg rTo?rhgﬂ by

I ck sheet a uni printin sur ace W t
hanogsat&nhmnm:salmmn to those eskﬂled rim ey aF.tt Hiwilh alsonke noted that

ah[Fest Yoe Sleille pliToediar b6 BoPRimalely ik WiHCatpst one

80Ha6s of arsimdy 24l thereto by lam nation or bonding, as
shown schematically in Figure 4. By way of exanple,

the t M eldq3s dbialh Rl thiek |afer Scderding @b tHé thvantioh@Rat has flat,

m crons and the thickness of coating |ayers 32 15 and
gBiforn seirfases, Boordat ta beveiacyesyhigiraualitypinting spport, two,

bAUBIR SRR B 8107 Arld 8 Yot b iher sice o
inlay 24 and the assembly is placed in a laminating station to form a multi-
layered structure 36. In this second step of forming thick layer 36, given that
no pattern is then printed at the surfaces of layers 32 and 33, enough
energy can be supplied to reduce any residual internal tensions or stress in
inlay 24 and to slightly deform layers 32 and 33 to compensate for any
waviness present at the surfaces of inlay 24, if necessary.

This variant of forming thick layer 36 has various advantages. Inlay
24 can be made at a low cost without it being necessary to have properly
flat surfaces at this stage. Next, inlay 24 can have non homogenous
surfaces with different materials, in particular it may have at least one
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and 720 mcrons. In the inproved nmethod described wth
reference to Figure 4, as in the basic nethod

according to the invention, a plurality of first

patterns 14 is 20 printed g 1he surface 21 of thick
sheet 36 in a station in order to obtain high

definition printing. Next, a second plurality of

patterns 40 is printed on an at |east partially
transparent film 38 that has, for exanple, a thickness
efectioaioelemdil thatdis ldpprokionately. flush whie itsaauirtace. dhoarticular,
Ln Fi.gure 4, atterns 15 are aIs rJ nt

iy 283y by fofmed) orSFanspadan CoT Aot sBAE A RCIRL arg not
3lRalhE i fBE ﬁ@h%ﬂra%?‘kf.lﬂt@bnhﬁi’étln@ﬁéﬂua’#‘it' wayrzmwwrmgd by
outlay 39 In a particular_variant, only the third

Batesy indtially @d@%maumt@nllq% statgdogroat aigmbed slecifonic
nlt%% % \féGforM g?é(}@rh\ﬁ th W@tgé Wino Fbindl g‘%&dual

erns 4 are provi on
tdresion destnéssurface 22 Pr eferably, the thickness of
film39 is approximately equal to that of film38. 30
After Aﬂﬂmgmﬁrtonﬂla esn82l asmeltsa)bndastsenmmabeiem layers to

rinted, filns 39 area t eet

Rubndiih araminaing stahon Provides Arlbichdayal 46 thabhas idf Stooth

%@ﬁﬁéésart}‘lustdtﬁf nin”oﬂ Eh¥h Yidd ¥F HSick Shédt BBV anasifbrAm printing
I nner surfac€ of the correspondi |

n . t he
purfac@dumrtnmegemus iefagusni, tm%sqwglﬁgvéﬂayonf anqln fi naliy,

?ﬁ" é?h% %%32‘:‘?%%%9@1@5&5? g pro% :ﬁ ve coa |tn°S§“qu%'de of
titie thicknghesbt parid aren asséhitded ithatetadyelantination ®r bonding, as
SRouReRBEmalicaliin Rure 4n WAy of xaminle.ap ThipaSeE Rl hiay

QW Qtt%veaﬁ M@Una‘@ndiBGO trhu@ﬁoﬁé)ﬁﬁa @ Mickriddar GixddEng| ldyers 32
the same | evel %‘laves a better visual Bpear ance

gnd S%atWeeacﬁmgndo Q qicrens. Preferafly, the ithickpessas are
@tc‘c;%cﬁéﬁ%% fo“'gﬁt%ﬂﬁatt% kOhedt 36 With' 4 mlbﬂ%s“s' SfShetween 600

ere appropriate, rd patterns
hﬁdcm(lmmremsfaces of thick sheet 36, the printed
surface(s) are covered with a protective film resin

| ayer [the anntwed methodotiestribetewithi referénpate diguread, as in
Thi s is,achieved

Y Brai SnBRDGrACCHEAIBGLS H16, vaHoR, § RLERI 3 S datiegns 1415

gi’\nﬁadc bh% hevﬁfrfa%ﬁtm o hiek SRt 362 i bl Stafién lih ofdE toAbBtain
rran e In a renmovabl e manner and are renpved

brgrodeﬁmtmm @rmtm@l Nexts engggonsk plprality af pattarnsi 4R fsepunted on
BRGat (LRSI RN atehEATRP 58 tHathdd, 96 EXimbI) &' thRRness of
between 80 and 100 microns. In the variant shown in Figure 4, third
patterns 15 are also printed on surface 22 of thick sheet 36 and fourth
patterns 41 are printed on a second at least partially transparent outlay 39.
In a particular variant, only the third patterns 15 are provided on the side of
surface 22 of thick sheet 36, whereas in another variant, only the fourth
patterns 41 printed on film 39 are provided on the side of surface 22.
Preferably, the thickness of film 39 is approximately equal to that of film 38.

After the aforementioned set of patterns has been printed, films 38
and 39 are assembled to thick sheet 36 with the plurality of patterns 40 and,
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the nonent when sheet 36 is printed in a suitable
station and the assenbly step with outlays 38 and 39,
of which at least the first also has a plurality of
printed patterns. 20 In a sgggnd vari ant, the
protective filmor |lacquer added to the surface of
thick sheet 36 renmain securely assenbl ed thereto and
thus form finished card |layers. In such case, the
material formng this protective film or |acquer wl|

tieneeéssztr?,othéq)m@ligl cfipadines ancerangedrdriihe inaersaface of the
thick sheet 36 and filns 38 and 39. As in the basjc

RATFRSPANCNG il d-ealtist Binted sustacesipt fimedibandyriegRestivaly film
00 aftg SuHEP B thesidd of the #ibk SRUEN 3OS R dufazk 38 and 39

film 36 and outlays 9 to Increase
darrer pratective chatings ffeary the pninted pattemse Thiscfinalcassembly is

. and ,
ke 15, Py o BB WA, BRI, Beray. o
iwithicutsanyt heatadiver frst and glecbhé intédipattémst dve thestiveated at
thick |layer,. given the presence of jnks formng 30 the
ARROM SIS PrRame e tal, WHishogives cabeler Visldlotorentenes and
‘_’bééﬁer?téhgmﬁplddglgtagﬁforttﬁé%EE&EFns.Or to the outlay.

noted here that outlays 38 and 39 are

added (104t N -t ha aral i
ot noce e Rpuoand: B, it Phere, 4 anc.
oveereuappiopriate; dhird pattetris, 5 yorathéesurfaces ol thick sbeeto3s, the

iired Sufabelsl 478 Ge¥bred Min A BERMEEHIm, 15 layef 2 Haeaver
ftonabtetitiie penteld pdternead fedsh térhpoririy. eTH ixdactddved as soon
However, in a variant, it £055| ble for the card

. IS
[AsPessiblg after dig palensaremrited pRsheghdot hen the
plurality of outlays, each including a pattern printed
on ondnsarfirst¥arian). fhe protqsdivei e pr Jacruer: are Aranged in a
Ve a0ld P 310 e R AR ol ol showr
dorftigure daTheg therefore hane a tenpdrapi pratectiveafunetige . between

Py ef er abl his final is . perforned insid
e Bt Bt 364 BRBRLIR 4 e st e fasembl
shaewitbtoltiuye 30anE 38, EwRicPalehst PoRE! Ak HAs8 piirality of

or.,a sem-finished in the card fabrication according
PSP PARGES: i on. The fabrication of thick sheet 36

requi res know how peculiar to sone card 15 producers.
As nedfianserondevadaryl \the f protedtiyeafimmiarklacayer addesketo the

BB i 1A 3o e, s8E R B it s s fom
finished card layers. In such case, the material forming this protective fim
or lacquer will be selected to form an adherence interface between thick
sheet 36 and films 38 and 39. As in the basic method described above, in
each of the variants one can also deposit a thin resin layer between thick
film 36 and outlays 38 and 39 to increase the adherence of the outlays. An
adherence interface between the first and second superposed patterns in
the finished cards can, in some cases, considerably increase the adherence
of the outlays to the central thick layer, given the presence of inks forming
the printed patterns, which, in some cases, do not adhere well either to the
thick sheet, or to the outlay.
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means that one can obtain, via a suitable nethod,
perfectly flat and preferably snooth surfaces, which
forman excellent printing support. Thus, in

particular, at |east one patbgrn is prlnted on a first
surface of thick sheet 20 36 in a printing station for
perform ng high definition printing. In order to do

this, the invention proposes.introducing thick sheet

36 directly into the printing station. According to a

pr ef erlt @dll barricted hefe that dutlegst3Band 39 sie sdwt to Bick sheet

38,0 3553 it o it s SwplBie @A am acaANeRa @riated on
2ne\8iiiface rhrbh%sb@&tfv@}ﬂﬁgdm *&5"% piaFaid of QaFoob&?]Sf; foréged by

invention, an at least” partially transparent
Whedhick sheeb dobetipcasess thisapeasatien mnefefablyr;mrformed prior to

SHOIERF g ha§58 SAgd Il Bl BPS10G0, ot S k.

sbep:dssitﬂe foeties abld badizanty ee wdttim fHd thid8sheet and tthen the
In a no

tt h d | t
HiaiRE et iU, wachipthding. S.patainiies on Onesigace, to be
rekpectvel2aadRE | ot ffe @8rd Modies Qn&esgréasmeaf nd héé‘éémbled

sheet 36 'and fourth patterns are on t e i nner
dhereie in afcasd bysard geshed £ In| tmsCIetter case, tehiinal igardicontour can

t e [ %
I\ 5ol TRIY oA, 85 Py, RUCHRA, B i
saalr@jrmedpnsldeeﬂe irdtialeontodrrofithe tcut shay bodyl. the pattern
provi ded on the back side of the card has a general

naturd mmlnclssmﬂmhijs folas badé\ieloéed)irﬂél@nécﬁbl@ ddeet or a
5 car i.nt ref er abl performed on the

Se0urt dEe{hrng %Vrd fatricatignea cqrémgortpnthengn\fﬁntlon The
srss.%ui.oﬁu bf aARK2ghdBY 361 fqirds! kW Holw \@EPW to %?;Héﬂ ard

only a uniformbackground in a certain co
Mos}uctefé Arimentionedepreyiausly, fpmoingoz thiok layes whose thickeess

5, 8L, R0 608 S o e Bl SERRCar e carcs
meanso\rthdtfd)nen cant bbt?amntbuih Eoggutagllelt d*éaﬂagm perfesily fat and
Prefbatly Smdoth S5HABS, Wik foen a1 eresiertatning surmarh Jhus
@h Bbﬁi&ﬁér‘ e ISR ohBD4tin |§ 'Eﬁmiél:l b# é’ﬂé?%%ﬁa@étdf%ﬁﬁ -sheet

be noted that the final assa?e i nt
|3§ﬂnr%prrn§ng)s@@ntf@r persferming, highrdefinit Qnrlblynttng o waderdgto do

t S5; e
14, 08 SR plSichel SRR THEE el AT LERY 0 e
psiating statiomp Aseomiing teea prefenee wring ofthd ineehtiorn) Whick Gheet
E’»E‘va Pn?rod&ced into an Offset type printing station or similar in which
printing is performed on cylinders.

Next, in the improved method according to the invention, an at least
partially transparent film 38, which has second printed patterns on its inner
surface, is added to the first surface of thick sheet 36 where the first
patterns are printed. The thick sheet is preferably assembled with film 38
prior to cutting the cards in the resuiting plate. In a more elaborate variant,
as shown in Figure 4, third patterns are printed on the second surface of
thick sheet 36 and fourth patterns are printed on the inner surface of a
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protective ink previously added to the back of the

thick sheet. This final assenbly step may thus enable

a snmooth brilliant surface to be obtained on the back

of the card wi thout adding apsqutlay. However, it wll

be noted that 20 it is preferable to provide a
symmetrical nmulti-layered structure if heat is to be
used for the final assenbly. The plate obtained for

the inproved fabrication nmethod fornms a subject of

t seecindyv &im icmwarihgsmel thire pattersr ddné maay f.haaet Varnous variants
i,nto the abrjcation te .
JRota” aPadurpxamale s gl adipqide dhnt Bes 2 single
triréd paeen 3B pdrasulan qpmopaﬂém progidelesi tHeback BideSof the

and has on at |east one of its surfaces a pluralit
drardihag aganesalRatugghppd iswpnynondg thedateh of platefabricated

£ il . i onLfi
R IS W SMETa00 Y RebAEY, 6F e B8R Mfrace 15 o
Ithickrsbe®t 86. any ot her official docunents that incl ude
personal data. The personal data is generally 30

pr ot ed?rmtlrlgyom becGichsarfaden?2 aiedy, e aqoatrh@la:dﬁrtarttydef ine only

& itront heteund oh S cetlain SoHourot b e g Bhtierns are
-pH6vidBH Bre e Bacl%sdeeéﬁﬁaaiarém thle&ela?e Fb%?é&)bﬁ thEéEecond

sone States wl | wsh to transmt the data t

srigcgrafdhe élalck @bseba ismob then ReeRssary tcsprm@iadm outlay. but
f t

o b6k BRvRle SRS ILBGOSPEE & traRsfaiEft IR HEpUIdA using a
nmns&rrfgm H'em? taoqugr bf transpareat inkpdeftheses prtﬂeowhe Soating for

r.f or e |nt coun erpea, the )

IndWite "Srifieht PaEns, &, WL £2orolad tiatohe Baalprtsags, into a
drnatingbhress tb%@%b!étpérﬁcﬁi‘éﬂ?"w sondnﬁg OfH& {HicK 8héBEwith
|nvent|on to make the cards in i nct ste

the dranspaeent i lmka@dﬁéieto theafirst ﬁ@ﬁageyftsmd thl@ltﬁh@ﬂ{) gay also
mn?eé”ﬂ)r mﬁ’rogﬁ@y tIfEegsEJ{ﬁﬁél sta¥e f&faﬂ}es ﬁc%ﬁéfsor’ ?ransparent

actured an one plurall Secu
Pyplective tik nevioasipraddest o itme a:m;krofameetMIt ishegt This F nal

BRrERENG SepdBay 3k B8 e Perlitbmicn siieera ta phtained on
mrbbex oamb SARPWRhOG ARANG aﬂrtshtrayp wae%r af winse'nbed that
hus, _the operations requiring ﬁem know how and

Hdﬁpnfei@fa@ﬁpf@r%rpwe %ﬁuam@tﬂ@al Y thﬁﬁsﬂ pleugture drhaat is to
%bﬁfg@aefb?tﬁéfﬁgeasggn{ few producers 15 able to make

this inter me late pro Secondly, vari abl e and/ or
perso e { h i ,
o Sort 46 B gyt me s

subject of the invention, just like the cards that are then cut into the plate.

The fabrication of an intermediate product or semi-finished product in
the form of a thick sheet 36 that incorporates the electronic units and has
on at least one of its surfaces a plurality of first patterns, which may or may
not be protected by a film or lacquer, has a significant advantage
particularly for fabricating identity cards, driving licences or any other official
documents that include personal data. The personal data is generally
protected by the State that delivers the identity cards, driving licences or
other documents of an official nature. For reasons of confidentiality and
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borders of the State. The personalised patterns do not
generally require high definition and can thus be
performed in conventional printing stations, which

are | ess conplex and | ess expgnsive, on a transparent
plastic film20 which is then |amnated with the thick
sheet according to the invention. In this second

phase, the client can continue to fabricate cards in
plates or finish the cards in a card by card station.

| proteationcofSpersbealcdatar écisipassilpe ithatesbraaoStptes will natawigh to
bodi es..in t i,nt er nedi at roduc ordl to the.
Rttt e a8 S (PR ot Bited Shiad, Hhutver, Fifce the
| fabAESfie ¥8cardsl mrpa@tnngsaea@bmd dirﬂtsl aﬁd tH‘avmg srbsestecunty

prior to cutting out the batch of cards. Howev It
i ©asens, high td@fleﬁ@ns agtlemsi thatt Ares ditfiewlt o9 t%nredwee efannot

gﬁygpg q%lt gertf@r‘?néﬂ YhalHd %oﬁflt&aﬁgm%}ﬂgﬁs the JSllé@eH“ if¥ention

'atter vari ant | ess vant ageous and
r picyislesamefiiclentrsolutiqn o ithig probletrhe fi ni shed card, 30
particularly as regards the edge of the card. This IS
why, wintieed, it lsepessitile, adcortling tprthe émteritioneta make théeards in

et S A HiRL RRTRR eoEr 3 SR Jepgfite unis and

LR GO Hgh quﬁl"ﬂyrﬂeﬁ‘%uf'ﬁabé% 14 h@ntﬁébtufédi ahdnat Ie'%%t 6Aé Purality
in the'resulting plate. Any programming of th

e@fe%QCFltﬂ’ﬁY synen paBiedgnarse Pfiaiede inagcprdansei with thwrﬁlﬁa on
t t

SSng S8R, 41 855 A S, Feffolfieb8 A batline ehqures

brelativelyr emmptdaxadnde expemsivameans afd tahpantlhulak kebechownthus,

her data may al so be int t cli
hP; Forsrain 5o KROSEREE o REGMROEH ATy SCPdEK orexpensive
I ﬁ@ﬂbbﬁdn AfahS mayl bbgié?ﬂ)rhie@ieélﬁaﬁhéfe SV@it Hithls fewsteducers
after he has received the printed thick sheets. The

pakle dprimake thisdntgrmediate Péﬁ@-ﬁﬁir SﬁFO'M"VnY@fﬁabl%i@ﬁéM personal
Q Lo, bjeop‘ﬁﬂ;gaem}{ ﬁ'{] @Il ”g{(?qlé\jlé iVdh Sifte, inside the
ene

ctronlc uni ate the
mmrdem opdhe eBtate. ERudh pelrmmlsedcpattems aa aot geoerallyveequire

. unj que. de. and each . . . .
ot R AR o8 B Rt 2 B8t i o
heRicAt areclass dbhﬁ?pléilrdrﬁble%sl é)gmrrsivepl A arteéraéparentt platie film
uni que nunber or ersona he correspon I Ng

eWB'@h rigdhen lhamtnatem withsther Hriatp aheelt apFarAingstor W@n‘"&@ﬂ%ﬂ In
Lid Becdy Pha%‘eﬁ\te St 3in EBﬁ‘% 4d %6 falﬁ’r%a'i@'&%'r&é‘?ﬁj plates or

patterns are aced opposi e correspondin
efirish taicards in a card by card station. In such case, he can receive
printed and pre-cut card bodies in the intermediate product according to the

invention.

As already mentioned, transparent film is preferably added and
assembled to the thick sheet prior to cutting out the batch of cards.
However, it is possible to envisage doing this card by card after having cut
the plurality of card bodies in the thick sheet. This latter variant is less
advantageous and raises a problem of quality for the finished card,
particularly as regards the edge of the card. This is why, within the scope of
the present invention, the preferred solution consists in assembling the
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units. The managenent of these steps and the entry of
the various data are achieved using conputer neans
known to those skilled in the art. The at | east
partially transparent filns_.38.and 39 may be | am nated
20 wth thick sheet 36 with a small supply of energy
relative to the anount of energy used to formthick
sheet 36. The final assenbly may be achi eved under a
relatively sinple press w thout requiring any great
kprdnfeddhick@h’leleay\sth(i&eeaidbétﬂ partialiyetartspaednyt, ptinted film prior to
Oﬁ'?g %she t 36, ,which remai ns stable and
Plate-s step. Qutlays 38 and 39

|1 bi | f f
Sﬁ Esg%ﬁéamﬁeﬁﬁﬁn@ﬁtﬁs ﬁi%ctrqnec bt 858 By Eriaymiachin yrious

aRafsNgRENSE variRy fih€s. ISbndiedar Thay Bel I'HtPt)d’Lﬁfie'dn during
| ayer, a |acquer or even a transparent” ink, selected

froanutasturenef the: eleckraninr uaits, othee data m1ayabe psegramemed after
d
Hnﬁ?éh@wga%fdm%a}'w Is? ve?@/-@%t g%'J @% quap e{@&vﬁet 'ﬁﬁjﬁwﬁed by

dki alient, grarticulatip bypthiet States combembdt:h the daksevef |dent|ty cards,
s difficult t

cg‘b}plgcgh %nggsgép {e%@ ay Ee ; etr(g\e,:lp@% F%csenéecf g'leeprig\;gd thick
VéHdetslETieé igatten® | pRintan o@fthée&artsﬁ@?em fifh Afdy Bépémd upon the

printing station, provided in a preferred varlant for
Fanentngf @tnemesy (ﬁff%ﬂgeldeéﬂstthQ rileelronip euritir WhiCHs isfread to

te%{fé;nati & o’ﬁﬁ?ﬂgﬁ%ﬁé ﬂlt f%‘nagfhg %ﬁrgﬁlc\?\ﬁ&#l@%in thus have a

turigee Husitberl cmbensonblecm‘et and eabh persanalisedhattern prmted on

rather to sho t hi ck. he ts 0, ,36 in

(e Fansebrsnt fon Hashat (ool obp.yaTisis e, gk Sald relalive to the
Alrig@e inuvntsEr & peisoRel bodd of tive c@l‘ré@qﬂékﬁﬂ @lecﬁfdrné Iuam The
a different base col our on sheets 20 or each

dranspacent fmdes tines, adder o the doicksbest scurtant (e firs
g%erﬁgﬁ%,%ggr gh'tt@n‘n?s 2fe SH 8\%?] cﬁﬁﬁﬁﬂgt fh%a%?’fesﬁtirgd’ thy "dREtronic

ort f'o
asgytsc rrhee'damgemeathf ihesatsteps amd thes@ntrigoétie earoscdata are

S b Ror G aRaBE KREgh ATtk eele A ena
{ner o TS 8t FRask AR Rt aont B S8 20ELr? Mgy Prdaminated

SMﬁﬂlﬁclb@héé?BStvﬁfh aVéthhlP SEpply| dTtdritigy Pelative % it ighgount of
means 62 and 64 are respectively arranged 15 on

@narayiuped & formithiek shretr3tat i ng devi ces 60. These
gri pping nmeans are used for pulling the thick sheets
20, 3dhenfinalrassemply moay be achieuedownder & relatively simple press

without requiring any great know-how. Outlays 38 and 32 are relatively thin

compared to thick sheet 36, which remains stable and is not deformed
during this step. Outlays 38 and 39 are generally stabilised by the surfaces
of the press. As already mentioned, it is possible to provide an adherence
interface, in the form of a thin resin layer, a lacquer or even a transparent
ink, selected for its adherence features to the materials of the thick sheet
and outlays. The client can thus easily make finished cards of very high
quality with high definition printed patterns; which thus allows a reliable
official title that is difficult to reproduce.
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cylinder 56, respectively rotating transfer device 60.

It wll be noted that thick sheets 20, 36 are thus

bent several tinmes in this Ofset printing station.

On printing cylinders 56, theggsheets are bent in a

convex way, Wwhereas they 20 are bent in a concave way

in transfer zones 66. It is thus clear that thick

sheets 20, 36 undergo nmechanical stress in the

printing station where they are nonentarily bent.

These \blitht federenaectopFigurased tooB, wei wili dgseribepbelow an Offset

h, Th f th
R o BeBaBRh "o, il D RREH (TgsRel L8Rt for
Eantig) pattetn® o atdeaetsorcé of tessufaddd @fdthuctk étiweta0, 36. This
and enabl es clean, high definjtion printi
pEriatfetaliod expianatipniof thamristing statign BNGT isdraynyto those

t%ﬁéﬂQﬂAﬁ%gaqrﬁ ﬂw‘é?ﬁfgg:f s Y%‘thﬁé’lsttféﬁ&hrt 8 'p%hh‘ BF il’ﬁck sheets

rrcating car each
i 2@, o this printing station. eTfm:stabnnona;Judes amlunqhtyr@ftmrmtmg units

o2 31185 0eh o iR iPerdfth&le bPRL 0B bR 20 %46 i hen of

barsiss 52.NPs detthis, z2adnh unit miaaaes ta ploedlityg esmi*r@ fotletso54 Bpown

For mj lurality of card bodies . in
f%fjﬁ%"eﬁt'ca" hPu@vBW%%’t 5phyged jac & ;%'PRPESP hetfigk ‘dheet is
r SSRREbY Svith 2ot n;ﬁ’ldtlhg hit eﬂifcgh%%'t C20/NBESis Spread out in

nodul es; B) Print lurality first patterns on
asuqcegslosupwateemh sQafl these cﬂyllnde@etﬁﬁ nwhigly idiivenghe sheet

SR | 8 IR B dfhrt ynaers
| $8\Sthepairig Iaal'd>tatmg aleviver GOtfoc Qfdnsf@'rmg mChhéetssbetween the

printed pattern s%d trans ars& a 4 gadher n
SVAMNPUS R tlngd.wts an 36‘ are resnecy v arranged
C&W'b?l?ﬂo%’ré BGdal'\dl‘ ohhlﬁb Hoiatmgs@eVIéés 60C ITwdse gf?fp'p'iﬁg ﬁﬁsaﬂs are

plurality of second patterns on the second surface of

susead fofi wjlugm dlee thiek sheets20n g36saad idriving themdp rtatiafk with
I
HEE e, o 5, TGRSR RE RIS FR vt
pthicktstebetsa R0 36 atdn HHuscbTe rsevetad tms:llnctarstffselwpnrﬁmg station.

t hod acco n o.claim?2, characterized in t

G PG EVIRAHTS REC e ShPRtR oS, Aot {18 CoPueK Whyy Whereas they
Cé’r@%é’rﬂdheé coheafe Wiy eHRSTEr ¥Bnes 66. It is thus clear that thick
sheets 20, 36 undergo mechanical stress in the printing station where they

are momentarily bent. These stations are provided for printing simple,
homogenous sheets. The use of these printing stations within the scope of
the present invention goes against the prejudices of those skilled in the art
and enables clean, high definition printing, particularly of security patterns,

directly onto a thick sheet incorporating various electronic units.
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el ectronic units are incorporated or enbedded, has a
thickness that is approxinmately equal to or greater
than two thirds of the final thickness of the
fabricated cards, the two coapi-ngs being respectively
formed by two outlays. 4. Method according to claim 3,
wherein said cards have an I SO 25 thickness of
between 0.76 and 0.84 nm characterized in that the
thi ckness of said thick printed sheet is

ErequTately equal to or greater than 0.60 mm -30-

d according to any of claims 2 to 4,
characterlzed in that said coatings are lamnated with
said thick sheet with a small supply of thernal

ener gy .pr without Sy y. of t ene . 6.

ot oy o MpTREL ‘of FRbrGaBE ks, tBEE HReh “REME, ot teast one
Cétal:ta«::ﬂuerUnitetﬁlco|E'pdratefdh@it embeddéd im&id2ed Yodyizd atSleast a first
formed of several |inders used as a prin

sﬂwﬁs patted) A the sides o i ﬁea‘as%paﬁawgcaﬁi baﬁﬁealaarﬁgtenzed
SaitAatdt %ﬁ]désythgffollﬁbfﬁgtsrt .C units being arranged in

succession at the sur said cylinders during

ggiGd DU@PFR{}?‘%‘ 5{&&?‘3%{%?% @Bbﬁ&sﬁﬁgﬁ% 38;%1? 8% thlcmee? that

cl ai m 6, incheparates or ethbedstrespectiviety arplm'almygof aleetromio units
is an O fset inting station or simlar for high
definiti8 "Rqo 'ng 8. Method according to claim®6 or

7, a ized jn that said first ftern_ defines a
secuna% fing 5 plufalty L st pasierts o Adreawace of said thick
pri nti ngshewtt e

t he naketsj ée@teiﬂI éfsb?r Iﬁtlh%estﬁf&! g’?‘ %Hz@r !I%ka{ﬁg caﬁg‘ Q"‘%"‘E‘P first

each i ncwm%to fasasthediret pattesss:r oni ¢ uni t
i ncorporated or enbedded into a card body and at | east
a fi@tPlacing &n @itleash pertlajlyetramshareht @;oatungton each first

surface r| z f ha

I ncl udesFS)'f"PwtéB B?ﬁ%&] gg@;rgﬁgﬁﬂgﬁ? a%heiﬂ'l% iﬁ’ sap card
of card body.es in the formof a thick sheet that

i ncorporates or enbeds respectively a plurality of

el ect r @ni MethbliS accodiny itot &8N 1 plchh?édtéuzea‘ ih | fhat |t also
att rns on a first surface of said thick sheet in

mq ¢ risting i d pluRbtyerh saeond waﬂerr@epasmee@e@ndsaudace of
g‘agosihlcﬁ ‘éh%@? 8”‘\9@ %@;.?Jbr{ il Whléﬁa Beirnfl 1% é&#bsﬂed on, the

ferent car Ing a plura écond
secoed surfage @rEiJalSacaddlﬁg an@dleastigartially transparent coating on

each second printed pattern that adheres to said card body.

3. Method according to claim 2, characterized in that said thick
sheet, which forms the plurality of card bodies where the respective
electronic units are incorporated or embedded, has a thickness that is
approximately equal to or greater than two thirds of the final thickness of the
fabricated cards, the two coatings being respectively formed by two outlays.

4. Method according to claim 3, wherein said cards have an ISO
thickness of between 0.76 and 0.84 mm, characterized in that the thickness
of said thick printed sheet is approximately equal to or greater than 0.60
mm.
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25 transparent filmor on a respective plurality of
partially transparent filnms; D) Arranging said film

or said plurality of films on the side of said first
surface of said thick sheet, 3gach second pattern being

| ocated above a different card body, or, after a step

of cutting the card -31 bodies in said thick sheet,

said plurality of filns on said respective plurality

of card bodies, such that the printed surface of the
filmors. fMetreod acd:mdmetd» any bﬁelaﬁhd@ tf 4] blearabtetized in that

oRSE cxbigbRcu B Wi hak $o88Lbnla Xl bl o
Oﬂweﬁnéﬁélﬁ’@@yldfﬂwﬂﬁfu@ ah9 @Mfﬁﬁ%fttﬁéﬂmélaéribr{;# st

patterns are at | east par rally visible rough said
film org sajdtHod 5@(7 dlﬁ vAo?St B&d it ;
sheet wth sai (? N sal ﬁr r|éty @?%fﬂg Eﬁaracterlzed
eiacdthat said mmmgvstaﬂpmmefopmeﬂ foseyeral dyilindersr usmbas)a printing

Qb g o Concl BRSeReafi 90 ol S, grity o

rmebmdnibnuhmsidsemgsaﬂangéd cngvlsucmskar daff ithet surfacet &f said

sur.f Wi t h rotectjve filmoy a |lacquer so.as to

SHIPdEEs ddiing e BrntRG slescansh s (a%mgpwgrsqur@tt@bew said
intMtdtaforpccording to claim 10, characterized in

that said 15 protective filmor said |acquer are

arrangeg ipe ﬁoﬁ%hgﬁﬁmﬁ{ 6°9ha°1"§'cﬂanzfeb djﬁtthgf éél{dgﬁmtmg

surface of sai and are renove

sstatiorDis. an Offspbprintingstatiod ion gimldardbahlghgdefrmtldn printing.
characterized in that a thin resin |ayer is deposited

ei t her &n Methddfaacerdipgitockaimsdiof Ta'cehanfacwlmdnhithdn sald first

r.on the printed surface of.said.filmor
AR QS i Sedtisty ety i ey i Teltiauie g0t giiting
gatRdhs tren ere wnt@uyaﬂpehﬁpmerto&ﬁedwa‘kbbreyér said films
and the thick sheet. 13. Method according to claim

10, chay ag&thbaess 'fﬁbh&ﬂﬁwgséhﬂjs Bh&X @akhVRcludeMaPlleast one

said lacquer forma |ayer of the cards and are

sleetraniel ung magrn%alreglrﬂﬁ ambedred ante ai eardr bedye andtatdeast a
T, Yo o 1 o 74 GO ca oy
dnaracteszed mcthlahltumraudes the following steps:

A) Forming a plurality of card bodies in the form of a thick sheet that

incorporates or embeds respectively a plurality of electronic units;

B) Printing a plurality of first patterns on a first surface of said thick
sheet in a printing station wherein an ink is deposited on said first
surface so that each first pattern is on a different card body;

C) Printing a plurality of second patterns on a surface of a partially
transparent film or on a respective plurality of partially transparent
films;

D) Arranging said film or said plurality of films on the side of said first
surface of said thick sheet, each second pattern being located

above a different card body, or, after a step of cutting the card




10

15

20

25

30

steps B) and D) are perfornmed in different production
sites. 15. Method according to any of clains 9 to 14,
characterized in that said first pattern defines a

basic security print and in.glpat said second 30

pattern defines a personal print. -32- 16. Method
according to claim 15, characterized in that said

personal i sed print requires a print with | ess

definition than said security print. 17. Method

accor di ngodiesdhsaid tiicioshaes, saida:ha‘aiihrd:fzfdmhsian saidtrespective

said 5 ' curi i nt efingtio

i nt, whiCEftys € bibafs, Bher thef ok Brip(ed|sylffecsrdl the fim or
virtual | flimsmsrioeatedbba tl"@e Bi@i@ BhkRE thick shSet Wetth@dprinted
accordin to any of clajns 14, characterlzed in

that saPdface A cPne gadt of |Sﬁﬁi i irethal i rene @ vaaidh fims is
sal d thi eatdhiPsh the ﬁéie‘bf'd‘?ééﬁe‘éﬂ@é ca rb%dg%oeﬁwa%a?d first

smal |l supply o ermal ener or Wlt

of 10 t pattemis &meatggastmrtla}bftmw@dhmgh s@dtfdmamsacd films,
t he precgﬁi#ng clains, characterized in that said

printi ng station is fornmed of several cylinders used

o ontioPRgBHRE Sale ke it e i arcoeit PR o i

ar r angedor Bacit6aRFEO@IWH onBSafit'of i@ fith oFdiné dfsaid films.
cylinders during the printing step and being thus bent

sever 0. t iNM&hol accdrding I% icHimng éﬁaﬁ‘hb@ﬁze@% tﬂ\ﬁtdﬂéﬁ’ printing
according to claim19, characterized in that sai

Stem ) reald Jpethoghinclides arstepof soveting gaist fest mﬂrkt;ed surface
ZA(I:IEHO% gdlrr%tfgeﬁpv@ ‘Fﬁ'ﬂ died ﬁl:'ghlepggggs' tBtzch ¢ Shid f@{ p fited. patterns

of C harac
tpniar to 8@pi D).al so conprises a step of printing a
plurality of third patterns on the second surface of

sai d t1h'L ciMethedt acoomliny itot iclgms 18 i clﬁaraméraeaangithlt said

an at least partially transparent coating, on each
ﬂﬁ?‘}e&t'\ﬁ Tl < S3iA 1acaver pie 2HARGPAN Agemaidhle HIATNg6 @y, said

Tl S of a8 GRSt ity )

to 2042chpRbg rdc%%f’dlw th rZ:i’r:ﬂm 9 afﬁ%h%?éﬁiéhfé? lrf"pfatt thin
of printing a plura pat'terns on

resintlaygsds deab‘snyed eﬁherrm sati ffrsﬂ pnniad satfdce gf salddhfclkl sheet
& ow{ﬁesp‘?‘%?@&js H&é&‘%‘? sald ﬁm or said films, said thin resin layer being
selected to form an adherence interface between said film or said films and

the thick sheet.

13. Method according to claim 10, characterized in that said
protective film or said lacquer form a layer of the cards and are selected so
as to form an adherence interface between said film or said films and said
thick sheet.

14. Method according to any of claims 9 to 13, characterized in that
steps B) and D) are performed in different production sites.

15. Method according to any of claims 9 to 14, characterized in that
said first pattern defines a basic security print and in that said second

pattern defines a personal print.
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thick sheet so that said printed face of said filmis

| ocated on the side of said thick sheet, each third
pattern being | ocated above a different card 30 body.
-33- 23. Method according tosany of clains 9 to 20,
characterized in that it also conprises a step of
printing a plurality of third patterns on the second
surface of said thick sheet in a printing station and
printing a plurality of fourth patterns on an at

| east plr tMethod tacaaeding etex dlainm 1% n¢hacatiterizesaiio that nsaid

b RoPRIRE BB PP SR Pl RO CEBR ST I8 saff gecuriy
opriithe si de of said thick sheet, each third pattern,
or respectively fourth pattern being | ocated above a

di fferent gatdd &ssbrding%o a@m@ c e’ dhauectéhz@aynqhat said
clains 21 to 23, characteri zed 10 that said t

ck
slh%‘“é@ SAWreh ITBMtnis anBigh aeﬁmtlpp Bfing awhioho davs qonbam print
89{9%%3@ aPe vﬁft?%g? ufw@&rcfggﬁﬂ%%'tﬁ rﬁkeaté nic units,

as at ness r oxi na al to or

greate t e f LGk ;
Tobr 1 ol edMEUIHCRCBEAMG G ok Rt %‘39% Bfigiafizel n that
véeid énlm Gszsladj filarsis/draamavatéSRith Kaid tmck Bbeet cm'fsa:d individual
bet 6 and Q. 84 ncl ude two at

taties by, Samplh sunsly o Hagnal s ey, o Whhotf 3y Ageply of
tthérrhbl &karggs of said thick sheet, which is printed
i S appr oxi rrately equal to or greater than 0.60 nm 26.

I nt er npgli %&%?&Pﬂh?%@'aﬁ?%ﬂt ‘di‘éc%1 R§ 'd‘éh‘dso h&acterized

el ectronic car acteri ze 'nt or nme

Gy that saist pnmﬂm pﬁaﬁigni indosned 26 seveeal cwhgdarSpusedaastgrinting
AT, A R Sid eSRedrBYR, & FBETINY “said, puratty of

card
seldetr@rﬁ;caumts Sieusguémamgecﬁ ml smasdess;omfon fthes$urface of said

Subie g e aising Sleeand pihg GudSerd Beveral times in said

| prirftingestafde Product according to claim 26,
characteri zed in 25 that said plurality of first

ar | i st
pattergy iNiefidy edc%ﬂrdih%'ﬁgie‘a%ofg?%wfctﬂ%dr khat Said printing

particu a plasti m a resin

| statioreis. arp @ffsehpentingistatien or sthitar fac bighddefiniian piinting.

27, characterized in that said protective coating is
arranddd iMethodaoroadihg toranperf ctaimsad tb R0y sharacterized in that

it also comprises a step of printing a plurality of third patterns on the second
surface of said thick sheet in a printing station and arranging an at least
partially transparent coating on each third printed pattern that adheres to
said card body, each third pattern being located above a different card
body.

22. Method according to any of claims 9 to 20, characterized in that
it also comprises a step of printing a plurality of third patterns on an at least

partially transparent film and adding said film to the second surface of said
thick sheet so that said printed face of said film is iocated on the side of
said thick sheet, each third pattern being located above a different card
body.
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surface of said sheet. -34- 29. Internediate product
according to claim27, characterized in that said
protective coating adheres securely to said sheet and

is for formng a |layer of cggds fabricated from said

i nternedi ate product. 30. Internedi ate product

according to any of clains 26 to 29, 5 characteri zed

in that said first patterns define security patterns.

31. Internedi ate product according to any of clains 26
to 29,23. ctMetaodaoczaedfng rlotamatofsﬂalmsﬁmeﬂo heiraractetiped in that

5 5p e 56 80 G Pl B e e secon

d!Lﬂ'faeeedsﬁ sa]artmdkoﬁyeetl@l 32pnrﬁ’ingt station rdndg ﬁnlﬁHgJ aaplutality of
cards and including a thick sheet or

(%HEB'P PEEmsgn &N @nlsaatjp%@lauy Bansearent fils, %n%addleg.aald film
[ t I

AL S e 0100 S D0 8 Bl e, o

tseggnd den is !tpxtaiedl on ythefs:ﬂersft spmlt tl'ecln$h|eet nem:h third

3’ *43 | epaficly BaF catfel BeinglGeatid APy arditreféit card

ace 15 of said thick sheet or |ayer and having a
plurallty of second patterns printed on the inner

surfaqq t MutRed .aceeeding 2o0ampdy cﬁhﬁ%ﬁ%ﬁ% adrRfadtefifed in
a |rst attern andasecond attern, which are

19 y Sheeht wdhich forassihee pluelity fo cafk hodigs that
?ﬁ’mr 6@&@ gf‘%ﬁﬂfé?! 18\% r{p%]pﬁ é%l%% roﬁlﬁalfrﬁ‘@t RA4 égﬂlc'kﬂeégmat is

sal d plur ity erns ant s
@dppredimately equaldorar greatemhan twe thiegsanfdhe di d” nét thickness fof the

hin, at least partially transparent | ayer
T s i i

adher ence |nterface 34. Plate according
in that the fi

fogt CePhs. %’ﬁﬁr’%gﬁﬁﬁp  SNGIFIN SAIE Lrds have,an 150

thiekrieeootibeide?r 076 3hd ctﬁéa rrﬁmaénd ARdldé ‘&NBaJttleast partally
ersonal data. 35. Plate according to any of clalns

rgnspareph utays rehasactenzed i thatrtbefthmrempf §a|dstha|rkesheet
BRI SR A P Qoo
seconabsurtaedia Blodic, Mdel"s i, Faffeefiey ' §F eleggronic

tardsq maracledzedit inethat m” d& efotradd by aa Qheéte&ﬁiorporatmg or
gr%rloteld%m atprlt?rg fe efec ronlc ur%l ts and defining a respective plurality
of card bodies, said sheet having, on the side of a first surface, a plurality of
first patterns printed with an ink, which are each associated with a different

card body.

27. Intermediate product according to claim 26, characterized in
that said plurality of first patterns is covered with a protective coating, in
particular by a plastic film, a resin layer or a lacquer.

28. Intermediate produce according to claim 27, characterized in
that said protective coating is arranged in a removable manner on said first
surface of said sheet.
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-34-

29. Intermediate product according to claim 27, characterized in
that said protective coating adheres securely to said sheet and is for
forming a layer of cards fabricated from said intermediate product.

30. Intermediate product according to any of claims 26 to 29,
characterized in that said first patterns define security patterns.

31. Intermediate product according to any of claims 26 to 29,
characterized in that said sheet has on the side of its second surface a
plurality of second printed patterns which are each associated with a
different card body.

32. Plate forming a piurality of cards and including a thick sheet or
layer incorporating or embedding a plurality of electronic units, said thick
sheet or layer defining a respective plurality of card bodies and having, on a
first surface, a plurality of first patterns printed with an ink, said plate further
including an at least partially transparent film arranged on said first surface
of said thick sheet or layer and having a plurality of second patterns printed
on the inner surface thereof, each card body being associated with a first
pattern and a second pattern, which are approximately located at the same
level of the card.

33. Plate according to claim 33, characterized in that said plurality
of first patterns and said plurality of second patterns are separated from
each other by a thin, at least partially transparent layer forming an
adherence interface.

34. Plate according to claim 32 or 33, characterized in that the first
patterns define high definition security patterns and the second patterns
define at least in part personal data.

35. Plate according to any of claims 32 to 34, characterized in that
the first patterns are printed in an Offset type printing station or similar.

36. Plate according to any of claims 32 to 35, characterized in that
it has, on the side of the second surface thereof, at least one plurality of
third printed patterns protected by an at least partiaily transparent coating.




