A nmet hod of making an el ongate plastic nenber assenbly (76, 80, 84, 88)

I ncl udes providing at |east an el ongate plastic nenber (62) having a

pl astic wal | (66). One portion of an el ongate plastic nmenber (62) is

al i gned adj acent to another portion of an el ongate plastic nenber (62) and
the walls (66) of the adjacent elongate plastic nenbers are plasticized.
The plasticized portions of the walls ajg flowed into a nold (32) between
adj acent el ongate portions to fuse the adjacent portions together. A

peel abl e el ongate plastic nmenber (72¥é§ié;§ i's made in accordance with
t he process descri bed above. The el astlc menber assenbly may be
made of single elongate plastic nenber (62) in a coiled configuration or a
plurality of ELONGATEPAASTIGCMEMBERASSEMBLFaAND METHOB ANBd poi nts

along their length. AnotAPPARNEUS FOR! NEARINGSTHE BAME Oon i s an apparat us
(10) for making an el ongate plastic nenber assenbly. The apparatus (10)

I ncl udes conpl enentary upper (14) and |l ower (16) radio frequency dies, each
di e having a |l eading surface (20',20) with a plurality of parall el

A method of making an elongate plastic member assembly (76,30,84,88)
includes providing at least an elongate plastic member (62) having a plastic wall (66).
One portion of an elongate plastic member (62) is aligned adjacent to another portion
of an elongate plastic member (62) and the walls (66) of the adjacent elongate plastic
members are plasticized. The plasticized portions of the walls are flowed into a mold
(32) between adjacent elongate portions to fuse the adjacent portions together. A
peelable elongate plastic member (76,80,84,88) is made in accordance with the process
described above. The elongate plastié member assembly may be made of single
elongate pl‘astic member (62) in a coiled configuration or a plurality of elongate plastic
members joined in parallel at selected points along their le;lgth. Another aspect of the
present invention is an apparatus (10) for making an elongate plastic member
asse'mbly.. The apparatus (10) includes complementary upper (14) and lower (16) radio
frequency dies, each die having a leading surface (20°,20) with a plurality of parallel
grooves (22’,22) therein including a first and a last pafallel groove. Adjacent parallel
grooves of both dies are separated by a land strip (28°,28) of the leading surface. An
outermost edge of the first and the last parallel grooves of at least one of the upper
and lower dies is beveled (34,36,38,40). Parallel gro_oves of the upper and lower dies,
with the leading surfaces in an operative position, define a plurality of receiving
channels (30) and the land strips define a plurality of flow chambers (32). A press (60)
is provided for bringing leading surfaces of the upper and lower dies into an operative
position in close proximity to one another. A radio frequebcy generator (13)

selectively applies an energy potential between the upper and the lower dies to

plasticize the elongate plastic
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grooves (22',22) therein including a first and a |ast parallel groove.

Adj acent parallel grooves of both dies are separated by a land strip
(28',28) of the leading surface. An outernost edge of the first and the

| ast parallel grooves of at |east one of the upper and lower dies is
bevel ed (34, 36,38,40). Parallel grooves of the upper and | ower dies, with
the | eading surfaces in an operative pos# ion, define a plurality of

recei ving channels (30) and the |and stT é§ define a plurality of flow

hanmb 32). 1A ' L. i ngi i
he upper - AMemosRE: PRPLEY biastisgHs b Y A BRaRBeLe TR TS AdmeeAt
one anot herelo%ﬁtecﬁtlﬁsﬁé EIRBENS ,g,?gg{e@'g or (18) selectively applies an energy
potential between e upper and he ower dies to plasticize the elongate

plastic

Figure 3
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