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2110989 A 'PACKFNG LAM NATE I N THE.-FORM - OF A VEB AND A METHOD FOR
MANUFACTURI NG THE SAME The present “invention relates to a nethod for
manuf acturing a packing lamnate-in the formof a web 05 by processing and "’
dividing up a raw material web which conprises a layer of a stiffenin
mat €ki.al . The jnvention also relates to a packing lanmnate in thq;ﬂgL
web conprising a carrier |ayer of stiffenimg material and at | east
Fayer of 10 thernoplastic material lamnated to the sane. Packing
contai ners of the non-retRAOKING: HAMINATE INMSHEAFKRY OF af WBBg. m |k
other liquid dairy products are manufactured from | am nated packi ng
material which conpri st A METHOD |FORe MANUFACTTHRING FHECSAME ff materi al
e.g. paper, which, at least on the side which is intended to be in co
wi th the contents, .i STheomneseni iR ventigad relgies jPererabigdt ReFnopl astic
material, e.g. polyethyl ene. Beside serving as a material conferrin
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‘in the. form of a web comprising a carrier layer of
stiffening materiai and at least one layer of
thermoplastic-material laminated to the same.

Packing containers of the nonéretﬁrnable type for

the packﬁging of e.g. milk and other liquid dairy

products are manﬁfactured from laminated packing_
matefial which comprises a carrier layer of relatively
Stiff matérial,.e.g. paper, which, at least on the
side which is intended to be in confact with the
contents, is covered with]ﬁ'iiqud-tight; prefer#bly. 
thermoplastié material, e.g. polyethylene. . Beside
serving aé.a material conﬁerring imﬁerviousﬁess, the
thermoplastic layer is Qléd.used fo: making possible

the heat-sealing of the laminate. For this reason it

is often advantageous if the opposite side, that is to

say the outer side, of theucarrier layer is also

covered with a thermoplastic material. When the

packing laminate is converted ihto packing containers,
~ these are formed in such- a manner, by folding and

sealing of the laminate, that packing containers of



"\t he desired shape are obtained. It is of the greatest inportance that

Jsedl s, ,which unavoidably nust be present on the finished packing

ai ner, should be conpletely inpervious to liquid. .This is particularly «
05 difficult to achieve if seals O the inside-to-outside type are used,
since the l'ower packing |lanminate edge, that is to say the edge faci ng s
towards the inside of the packipnggcontainer, will then come into contact. -
with the contents not only with the thernoplastic- 10 covered surface, but
al so' "withB hbsiesd SHaBei 456! bbvhenedt helcalsiof twyegrdsdSteygposed. In the
case of a carrier layer of the fibrous type, this will gradually absorb -
-cont ent smpobhtahcdetnatenhal kyabs{ eehsch hend vaidatekys musk the durability of
the package. In order 15 to prevent this, either a separate |iquid-tight

“strip hpzebesh phatkd dieishéd paphiee comtaieromshdeld e de of the sea

up to now, or .else the internal edge zone of ‘the material is doubled so .
t hat theomphetelleiRBpriseone Faydideid endShds oimdratiel ®dler hd 20 . prevents
contact between the contents_and the carrier layer. The latter method is
gen@?alF}fﬁFéPéFrEG,aEPhﬁgeihftﬁ?%lﬁaS%-Fﬁﬁskﬁﬁxéﬁ?5939?§§¥ﬂﬁxibe used.
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the'packing'container, will then come into contact

with the contents not only with the therhob;astid-
iOl coveréd surface,'but also'wijh tﬁe cut edge itself
where the c;rriér-layer-is exposed. In the:cése 6f.a

. carrier layer of tne'fibrous-tYpe, this will graduélly
absorb contents, which detrimentally affects the
tightness and the'dﬁrability of the package. In order

'15_ to prevent thié;_either a separate liquid-tightistrip'

' has been placed-dVér the exposed cut edge én the
inside of the seal up to now, or else the.interhal
edge zone of the_material is-doubled so that the inner
_tﬁermopléstic layer exfénds around .the edge and

20 prevents contact between the contents and the éarrier
layer. The latter'ﬁethod'is generailj pretefféd,

- since in ;his*case no sepgraté strip need be uséd._
lHowever,'the_packing.laminate has to be prep£red for
this method by'a.cértain thinning of the edge whiqh is

25 to. be folded, since otherwise the multiple material
| tnickness causes the seaiing zdﬁe to bécdme thick and.

unwieldy.



unwi el dy .. -3~ The 'thinning of the edge on the packing | aminate web m?ifE%Z)
is to be Tolded has been achi eved up to now as a last stage in the : .

manuf acture of the lam nate web. After the carrier |ayer has been prOV|ded
with 05 the different |ayers of thernoplastic, and possibly other,

mat eN.al which are intended to constitute the finished |am nate, and has
been cut to an appropriate wi dth, the thinnihg of the edge in question is
performed by causing the web to pass a grln&ing wheel 10 or a cylindrical

cutter which along a | |t di nal_. edge- rinds or cuts.away a,.portion
of ‘the carrier |ayer tgggi B e © tfdgg Pher ﬁﬁpP&§??83|¥§8+H nce

the cutting away ived il ity IAGS Y k188998 Gl 3 egbal IF. 9Bt R6k!

web, it is dlffICU carry out the operation w: ent

precision, since the £dge+ el ﬁn%etha%\facwe%fmne hBmk #h €62l
di rection under the effect of the cutting-tool. The operation, noreover,

takes a long tine,webhNcarfifer meedadirilie ngzber haks weknhpgovodbe ¥eph 20
relatively low owing to the instability of the edge. In order to prevent:
any dust, whi d¥b i stierdietf dnmendoriagetrso o i thie riog lasttilicn g aadapessibiy
-follomnng the materi-al web and eventually settling in the packages, sone
fornlof cl eani ng ofther, materigl W@bcﬁlgGehéQtE@ded to const1tute the

flnlshed lamlnate, and has been cut to an approprlate
w1dth, the thlnnlng of the edge in questlon is
performed by causing the web to pass a.gridding wheel
10 ora cylindrical cutter which albng aﬁlongitudinal._
-edge.zone grinds or cuts.aﬁay a portion of the carrier
-layer.tqgether with the eutside thermoplastic layer._
Since the cutting eway is takinglplaee only in the
edge'region of the matefial web, it ie difficult to
.15 ecarry out the operation with sufficient'precisicn,
since the edge region tends to give way or move in
lateral dlrectlon under the effect of the cutting
tool. The operatlon, moreover, takes a long time,
since the speed of the material web has to be kept
20 rel&ti#ely low owing to:the_instability of the edge.
In order to pre;ent eﬁy duSt; which is formed in
_connection with the'cutfing away, from_following the
'mater1a1 web and eventually settllng in the packages,
some form of cleaning of the materlal web also has to
25 be performed before it is converted.to £1nished

packing containers.



25 Dbe.perfornmed before it is converted to finished packlng contalners

is an object of the present invention to provide a nethod - for
nufacturing a packing lamnate in the formof a web of the type

escri bed, which nethod in not subject to the aforenentioned di sadvant ages
5 It is a further object of the-present i nvention to provide a netyed
for manufacturing a packi n.g4l_am nate in the formof a web with reduced edge
t hi ckness, which nethod can be carried out wth good preci sion even at. high
web speed. 1@t is anldbjest aff thel bﬁsenbjnﬂentﬁonttmwoﬁshnt i nvention to _
provi de a high capacity method for manufacturing a packing |aninate in the.

~ form of aawetthed tfhrmm;inmacm lmtnarkeopaa ttke dlowmni ng prior to

-conversion:-to packi ng containers. These and ot her objects have been -

achi eved ?h agvel)ofathec type mqmbmm%ﬁemqmma met hod of -the type
e Cknocoitebher B Arimmenrionds Relhumbedttcl i o onortudi hor zomes,
web. By outt ﬁﬁ%&é@*ﬁ%ﬁ Bl 5F SCMeMhY b, o e Taw merial
Iayer_lsgﬁgli hgmjﬁg *W@g b and the raw :
mat eri al . I's divi dlnt0|n|V| narrower packing material webs.by .
means  of ‘the form of a web with reduced edge thickh_ess', which Co
method can be carried o_ﬁ.t with good precision even at
high web speed. | |
10 It is a further object of the presen'l: inrvention _
to provide a high ca.pa.city method for manufacturing a
packing laminate in the foi_-m of a web with cut edges
which does not require -clea.n':i_.ng prior to conversion to
.pa.cllcing containers, - _
15 These a.nd.. other objects have been achieved in |
' accordance with the invention in that s method of the
type described in the beginning has been given the .
characteristic that the thickness of the raw material
l'.'web is reduced within 1ongitudina.1 zones, located
20 regularly spaced over the width of a face of the Taw material |
. web, by cutting avay a portion of the stiffening layer,
whereujon a coating layer is applied to the said face _cf
the raw material web and tlie raw ma.tei'ia.l web is divided
into individua.l, na.rrower packing ma.teria.l webs by means of

25‘_ cuts in the said zones,
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25 ‘cuts'in the;ssaid'zones. . -5- By carrying out the thinning of the
mat'eri at- already when it is in the formof a wide raw material web and
‘thereafter dividing the raw material -web into individual packing |an nat
webs, an appreciably 05 higher capacity is achieved than by using any of

t he Ruevi ously known nethods, since firstly the raw material web can be.
processed sinmultaneously by a nunber of eubting tools arranged side by side:
over the width and, since secondly it can be advanced at an 10 appreci‘ably
hi gher speed, as the B¥o€assyagsi sutakbfagtpianiogapfetle araterial ance from
t he unstabl e edge.zones. Preferred enbodi nents of the nethod in accordance
wi-th the inventi 8tFFadE BBER 4Fvem ABr&BGe Qfﬂe°§5acﬁ%§%cY%Wi%ﬁ?%%?%kident
fromsubsidiary ¢laing.2-6.:- 1S bj. e of the present, inventian,
- moreover, to pro&f eggdpgg%?nghﬁﬁﬁ%gg?g #hgiﬁbn$o?%?o¥a%.ﬂﬁﬁf%ﬁa he

af orenent.i oned t whisG B 5 [ agi,n | o} bj ect :
“di sadvant ages 20&B§?eﬁ%P?P%gg&gbggé#ﬁﬁ? ?éﬁéhgﬁgt %?gbbfgc%sé#é{$EPkﬁesent
invention, tloerehdglert @apheYitfeid REEKEPSd! ERARNADE h&iddeadProf ofnéd web of
.the aforenentioned type, which | am nate has edge zones of such a shape that

they can be usedpreviously known methods, since firstly the raw

material web can be proceseed simultaneeusly ﬁy ;
numbef:of eutting_tools arfanged'side by side over the
‘width and; since secondlj'iﬁ can be ad&anced at an
10 .appreciabiy higher speed; as the processing is taking
plaee iargely aﬁ'a diétanee_from the'unstable edge |
iones; o | |
| Preferred embodiments:of_the method in accordance
with the inventioh have been givee.moredver the
15 characteristics evideht from eubsidiafy claims 2-6.
| "It is an obqect of'the ﬁiesent_inventidn,'
moreoVer, to provide a baekiﬁg laminate in.the fbrﬁ of
'a web qf fhe_aforemenﬁienedutype, which packidg
laminete'is not subject to.the disedeaﬁtages
20 exemplified above. | |
1t is'e-further,dbjeet ef the hreeentlinvehtien;
iherefofe, to_provide.a peckiﬁg laminate in.the'form
of a web of the afofemehfioned tyée; wﬁich laminate'
has edge zones of such-a ehepe that.they ean be used

25 to produce seals of good'liqﬁid-tightness,



-

25 to produce seals of good |iquid-tightness. -6- It is a further :
Ohj ect - of the present invention, noreover, to provide a packing lam nate in-
e formof a web whose edge zones are shaped so that jointly they nmake it =
possi bl e to produce seal s of .optinum 05 properties insofar as tightness,.
suppl eness .and appearance are concerned.. These and ot her objects have Teen
achi eved in accordance with the invention in that a packing llamnate i'h the
formof a web of the type describe® i-n .10 the begi nning has been given
the characteristic that the lam.nate web along its | ongitudi nal edges is
provi ded with Idddé Roddd thyedr oPd eCtre OfhitBRNOSESER Tt ABVERFLPRY | ayer is. |
reduced, the said edge zones ‘as mek%'as the remaining parts of the carrier
“layer beilRf oLy &fov&Pe@THY *0fe &t REC BFa&fP&nﬁgﬁeFP ﬁﬁgngF@d° nbodi rent of
t he packing l.ami,nate in a rdance w.th the . ti.QC e n given,
ror cover & HELICRS sikel FEReETAE, bt Son AR SRR T e BB 00"
A preferred emn ' f N ' d G he packing lami nate in -
accordanc"gaq{vﬁ {sﬁo%lﬁre%{itr?\}%ntt%o%rml :&Qng\%ig.\é’?glefsg?itgéghi n detail w th special
r ef ergCceidhdia e tiaded rs Glac taight ndedV)i Rapphieadsenaad enl arged scal e
illustrates the particulars : :
' appearance are concerned.

These ‘and otﬁér objects:havé beeh achieved in
accordance with the invention in that a packing
laminate in the fofm of a web 6f the_type described in.

10 the;beginniﬂg has been given'thelébaradteristic that 
the lémihate web aiong its.loﬁgitudinal édges is’ |
provided with_edge“zones wherein the thickness of'the
é#rrier layer is reduced; the said gdge'zones aé well
as the réﬁaining.parts df”the carriér.iaier being .

15 covered by the thermop;astic 1ayér:

| Préferred_embodimentlaf the packing laminate in

accordance with the invention have been given, |
moreover thé charactéristics gvidéht from sub#idiary
Claims 8-11. | - |

20 A preferred embodiment of the method as well as
of the ﬁﬁ;king iaminate in éccofdanée with-,
the invenfion will hgw be described in detail with
speéiél reférénceltp.the_attéched.scﬁématic drawing
wﬁich on an enlarged séaie illustfates thé'pﬁrticulars

25 necessary for thé uhderétanding of the invention.



25 “neCeSsery for the understandi ng of the invention. -7- Figure | shd@%@jQ]
“

i-n-perspective preséntation a portion of a raw material web during the.
-ganufacture of the packing lam nate in accordance with the nethod according
to the invention. 05 Figure 2 is a cross-section through a raw

mat é¢j,al web in-accordance with Figure 1-during a |ater phase of the

manuf acture; Figure 3 is a cross-secti ol Yherough a packing material web
wth fol ded over edge according to the 10 .invention; Figure 4 is a -
‘cross-section throughFaguneelIspossainppodspedtnwcrpzﬁsnnﬁatmpdeam nate
-according to the invention; In Figure 1 i-s shown i'n perspective view a 15
portion of a ram@nﬂtepnabfWEerM|@htﬂasabeﬁﬂbpﬁwniwkd¢WﬁtwﬁqwﬁﬁﬂQQRﬁ nal -

zones of reduced thickness in accordance with the invention. In this stage

of the manufactuPé the PAGKARECIFBINGES EBARFSIRIZRLE &t (hemethod i or
l.ayer 1 of stiffening_ mater 20 paper. In accordance wth

t he met hod accorﬁFﬁ@gganhéolﬁb%nf?gégLf%% thickness of the carrier layer 1

has been redaged mnthbg LQBg?tEQ Qaé%éggggegtigga{ﬁ;hﬁégaEﬂ 4y'spaced over

the wi dth of Che raM/na done y with the
help of a material web in accordance with Figure 1 during a

later pbese of the manufacture;
Figure 3'_is a cross-section through a packing
.material web_With'folded over edge according to the.
10 invention; |
Flgure 4 is & cross-sectlon through an overlap
'seal produced w1th a packing laminate accordlng to the
1nvent10n, o
In Flgure 1 is shown in perspectlve view a
15 nortion of a raw material web which has been provided
w1th longltudlnal zones of reduced thickness in
'accordance with the 1nvention._ In this stage of the
manufacture'the raw naterial.web consists'exclusively
of‘a csrrier lsye: 1 of stiffening matenial,.generslly'
20 paoer. In eccordance witn ‘the method according to. the
invention, the thlckness of the carrier layer 1 has
been reduced within longltudinal zones 2 located
B regularly spaced over the width of the raw materlal
web. This 1s done approprlately with the help of a
" 25 number of rotatlng_cyllndrlcal cutters which during

the manufacture of the material are arranged so as to

e



5 nunber of rotating cylindrical cutters which during the manufacture of
he material are arranged so as to -8- be in contact with the raw
terial web passing by in such a manner that by neans of the active part
of their periphery they cut away-a strip of the desired thickness fromqne’
side of the raw material. web. The 05 nethod suitable for -achieving this

—as well as the approprlate arrangenents-are described in sone detail in. -
Swedi sh patent application 8000890-%, ~to which reference is nade, so that’
a nore detail ed description can be dispensed with. 10 - I'n Figure 2-the

raM/naterbaI1nebonhaatcwidantbemrah hagereall webspmswing) tsyecin on during a.

| at er phase of.the course of manufacture. -After -the zones 2 have been

pr oduced, SuhhoagnaaneedMC&tth|me@h$ckﬁe538040thﬁecaarte¢fIayer 1 of the
raw material web, the carrier 15 layer is provided with a thin layer 3 of

hoaneneoGEePHePﬁ6$PB§FYcthﬁ¥ePPéIaw$¥e$e$hb+9 %%I?Qﬂfﬂ#%&ﬁ?d The
thernnp[a b ﬁ e?truded ontg g ﬁam/nater g f fter *he zones 2 have
been prod% nﬁﬁa EOP AP RaBAA®: 8T t RS CE3Yi BFLPRIAE YeBy alt%wing the
latteps aRE%ho 0 P&Eapgé PS?SEQ Qvf§%lg§fé Qéew?% gsfqgetmee” two

oIIers i n-contac one ano press partly soft .
- thernopl aabbs‘.-sp%la%oamnéeﬁl&aeg Qietass(:‘@mé&rlﬁay&ﬁe laggnipat a conplete

Ian1nat|on
in Swedlsh patent application 8000890-7; to whlch
reference is made, so that.a-more aetailed_deseriptioh
can be dispeneed.with.. |
10 In Figure 2 the raw material web in accordance
with Flgure 1 is shown in sectlon dur1ng a later phase'
of the course of manufacture. After the zopes 2 have
been produced, through a reduction in thickness of the
.carrief_leyer_l of the'raw maferial web,.the carrier .
15 layer is provided-wiﬁh_a fhin.leyer 3 of homogeneous
' thermoplastic material, preferably polyethylene. The
.thermoplastlcs is extruded onto the raw materlal web
after the zones 2 have been produced and is lamlnated
- to the carrier layer 1_by allowing the latter, after
20. it has paeeed an_exfruder die, te1pass betweep two
rollers in contact with one another'whieﬁ prees the -
still partly soft thermopiastics 3 into:fhe surface of
~ the caf:ier layer 1 se thét a coqpiete iaminatiod is
aehieved.f To ensure e true'centact_between'the thefm-
25 oplaStic layer 3 and the_carrier'iayer 1, elso-in'the
zones 2,-it is'appfopriete for one of fhe fwe rOllefs

to consist of rubber or some other flexible material.



[y . . : . .
achieved. . To‘ensure a true contact between the therm 25 oplastic |ayer
and the carrier |ayer 1, also in the zones 2, it is appropriate for one
the two rollers to consist of rubber or sone other flexible material. _
After the | ami nation has been conpleted, and the carrier-|ayer possibly has
.al so %een provided with a further thernoplastic |ayer on its opposite, o
pl-ane side, the raw material web is divided-into individual, 05 narrower
packi-ng | ami nate webs 4 with the hel p of lojitudinal cuts 5 in the

t hi'ckness-reduced zones 2. As is evident fromFigure.-2, the cuts 5 are

pl aced asymetrically iAfteR Hhmelamiite e 4ot thean mamplietesclang rthsner
that each cut 5 divides a {hickness- 10 reduced zone 2 intqQ a wider and a

narrower edge zone®2FTARE AYTRHRRIIRMN P2S Al g0 Reqmerarided Hidhy dcat ed
‘that the t d ' ! . i 4 efinite nut.yal w.dth ratio.

Ao can be seen i n Sar RS uerndp B IGET oot (hptaytE, ke 1o

thi ckness-reduced gp4€S £n& OFHH 'mﬁ%ﬁi&f@é@'j{?\’ dﬁ'ﬁl&%tdeq.’nt%UQ%[d]qmiﬁg:a:ﬂt e

pl ane area of mini mum t hi ckness. area takes up approxi mately

total width ofoshenzppewer pdIk#Hig NRIniTiste Weddhiss wilthen’r @219f oF ni um
thi ckness there are two gradual 20 transition areas, each of which taking
up approxi mately [bongitddidedl totted SMidt hthef thieknedscaddneed Zonelo@.each

of the thickness-reduced zones 2 is . x
s : _As is evident from Figure 2, the cuts 5 are placed

asymmetrically in the zones and more particularly in
such a manner that each cut.5 divides a thickness-
10 reduced zone 2 into a wider and a narrower edge zone
. 2' and 2" respecfively. In fact the cuts 5 are
located so that the two edge_zones 2', 2" are given a
definite mutual width r#tio. As can be seen'in
particular from Figure 2, each of the |
15 thickness-reduced zones 2 comprises a centrally
| sitﬁated, substantiall& plane area of miniﬁum'
-thickness. ihis area takes up épproxi@ately half the
'tétdi_width-of the zone 2. On either side of this
plane area of minimum ;hickneSs there are two gradugl'
20 transition areas, each of which taking up |
_approximately { of the.total'width'of the'redqced'zone
2. Now each of the thiqkpess-reduéed zones 2 is.
divided ﬁith'the help of cu?é's-in.such-a manner that
the.wider edgé zbne 2‘,-be$ide g.gfadual tfansition
25 afe;, als§ comﬁrises the greater part of,.o: tﬁe_whoie

bf, the_area of minimum'thickness, whilst the;narroﬁer



_@IVIdEd with the help of cuts 5 in such a manner that the w der -edge zone
k , beside a gradual transition 25 area, also conprises the greater part
, or the-whole of, the area of m ni mum t hi ckness, whil st the narrower
- - 10 - edge zone 2" only conprises one of the areas where the material-
t hickness gradual |y dimnishes. 'As a result the two thickness- reduced“edge
zones 2' and 2" will be given a nutual width ratio which substantially
comes 05 to 3:1, and at all events1lds-between 5:1 and 3:2. The wi der,
t hi ckness-reduced edge zone 2' thus conprises the greater part of, or the
whol e of , edge zmoaz A"t bindywicoaprilkes| amearé theckress Wbe,sera_thest. Wt hin
this area the thickness of the carrier layer 1 10 has been reduced to
bet ween haisitemi¢ 11 /thi¢kaessheredugilal dimiarinbss - -anfst ReTE8WLRat e can be
doubled in thi.s area, therefore, wthout the t?lckn S so Egoduced

exceedi ng % I Jhisknesscrsdusedr edge FARPRa feat -
advantageéﬁﬂﬁﬁ(}\Mggqgﬁigg%&kug%tqf ghW%ﬂ u%gQ§§%9P§1§ cg%egn i ndi vi dua

packi ng | rate gure € seen fromthe

figur gdowd he  ongidutl B3h gqeq+6s Eobdegeanes:fheaph 8tang a fol ding line

whose Tocatl on substantlally coincides wt he 20 - centre of the area in

the wdfar edge MY iZer, \Mﬂ‘i_rc%'n%sfsh-@eaﬁ’b%ﬁ' @ugbhaekaess tﬁugmallest The
- ori gl-na

comprises the greater part of or tbe whqle of, the
-area within which_the'lamlate thickness is smallest.
Within this area the thlckness of the carrier layer 1
10 has been reduced to between half and 1/3rd of thea
original thickness and the laminate can he.degbled ln
thiSNarea,_thefefore, without the'fhicknesslso'
preduced'exceeding the original thickness of the
lamieate, which is a great advantage. |
15 The doubllng of a wider edge zone 2' of an
individual packing laminate web 4 is 111ustrated in
Figure 3. It can. be seen from the figure how the
longidutinal edge is folded over 180 along a folding
line whose locatien'subetantially coincides wlth the
20 centre of the area.in-the wider edgeIZOne 2! wherein
the material thickness is smallest. The orlglnal
“outer cut edge 6 of the material web 4 is thus at the
same level (but at the opposite sxde of the laminate)
as the transition bet&eed the central'area of the edée
25 zone 2' of minimum thickness and the transition zone

'to full material thickness. The edge zone of the.



'outef cut, edge 6 of the material web 4 is thus at the same |evel (but
‘the opposite side of the Ian1nate) as the transition between the cent\al
~area of the edge 25 zone 2' of mninmumthickness and the transition zone

to full material thickness. The edge zone of the. packing | am nate has
beenfol ded over 180 in such a manner that the thernoplastic |ayer, which
afterwards wil be facing towards the interjor of the packing container,

extends around the material edge.- The 05 folded part of the edge zone can
be seal ed to thepavkengslaeinité heapasdemgr dbdedadwemiIs0 T him haign &f t he

t her nopl astic | ayer (not showh) which usually covers the outside of the

| am nate or by nm&nsenftgtUethQOthermoplmsfigLﬁayeraswhﬂnﬁmﬁﬁnnmﬂﬂn§5packlng
‘material web accotding to Figure 3 has been formed to a tube (only partly
shown), its two B#ges ﬁaﬁ%%gn%e‘éﬂwﬁ'bﬁi%eﬁhq obteekor Phnthe iy ngeal . The

f ol ded over edge zone [err] of the packing 15 material web is situated
here. insi de the eapEapRe: 29"%?%%? roynd s%R/e i PRt eRlahed8fre FP%ventual |y

{he, packi na, GentBLIGE  pafs P A0 IR Folh E L {PEGE BE
paciy 19, Comat nebuht! p2fe 9F, G0 e IERLETI A Ul T I [ ver 3
the thermoplastic layer (got_shown) whlch usually
covers the outside ef_tﬁe laminate or by means of
glue. ”

10 | | In Figure 4li$ shqwn.how tﬁe packing m,a'.teria'.l_web'j
aceoreing to Figure 3 naelbeeq forﬁed to a tube (only
partly shown), its tiq edges'having been joined
together in en 0verlap:sea1. _

The folded over edge_zoﬁe 2' of the paeking.

15 material webels sltuated here inside the edge zone 2"'.
(that is to eay ieeide the-tube or eventually the |
packing container). so that the whole of the surface
Qf the paeking leminate which comes into contaet_with‘
the cdntedts present:inside the packing CQntainer will

20 -be covered by the thermoplastlc material layer 3 of
the laminate. The two parts of the thermoplastlc
layer 3 are sealed_lp-liquidetight manner to.one
another withih that aree of the seal wnere'the folded
over;part of the &ide.nge 2one 2! rests against the

25 overlapping edge zone:25 _ The strength and tlghtness

of the seal is improved further in that the 1nner



‘Nayer 3 are sealed in liquid-tight manner to one another- within that area
_ the seal- where the folded over part of the wi de edge zone 2' rests
ainst the 25 overlapping edge zone 2". The strength and tightness of
e seal is inproved further in that the inner - 12 - thernoplastic .
yer of the narrower edge zone 2" rests-against, and is joined to, thew*
opposite | ami nate edge via the outer thernoplastic layer,- not shown in.the
drawi ng.  Since the doubling. of end2of the edge zones 05 of the materi al
is performed within the thickness- reduced area, the conplete seal wll
have a t Hihskmepd aghiich ledier iodsitysi nasaavey GQSQeégnﬁhg of P§tfal thickness
of the Iamnate. The nethod of manufacturing the_|amnate in 10 accordance
wi th tkmaﬁ&ﬂkﬂﬁqwnﬂqﬂy1@bdﬁ§“@ﬂ t49i:c KREs SPPE &5F|&ﬁmFHaF8n§PFEdlnal zones

whi | st ‘the materi al till in the f f b mak
possi bl e,Yi&s ttﬁ?nltqudr?:é'z %@%W@Ilgﬁdlﬁa&%gfgupgt{ gow Eg: g}‘ \Qlte ahm e i

ey alsad el SiAdE Wild Houbl igBRloh Sl B %ﬁ%u;eagt zBRAst hus with a

hi gher capaci ‘t han previ ou application o he outer therno- .
pl astgees Af tfe it e qlictﬂsorbelﬁotrmefak%&mnm&a@vemekh%aat es the problem

of remaini ng paper. fibres and dust being entrained into the finished
packi ng %féd&.%t al e, tfﬁé"%nﬂ:rl\éﬁee%edllahidllshﬂv% @otaie#nbyst he
which only 1ns1gn1ficant1y exceeds the original
thickness of the laminate.
| The method of manufacturing the laminate in
lo accordance With the invention by means of thickness
'reduction in 1ongitudina1 zones whilst the material
is still in. the form of a raw material web makes it
_poss1b1e; as mentioned before, to manufacture the
material at an appreciably higher rate whilst |
15 'maintaining accuracy, and thus with a higher capacity
than prevzously. The application of the outer thermo-
plastics after the reduction in thickness moreover
eliminates the problem of remaining paper fibres and
dust being entrained into the finished packing
20 _container,_Since any residual dust 1s covered by the'
- thermoplastic layer and is thus rendered harmless.
| The asymmetric design of the thickness-reduced
edge zones prOVides obtimum faciiities for doubiing
one of the edge zones and forming a.liquid-tight
25 overlap seal without the latter acquiring an
exccessive thickness which might prevent the'continued

forming of the packing container.



one of the edge .zones and formng a liquid-tight 25 overlap seal w thout

t he [,atter acquiring an exccessive thickness whi ch m ght prevent the

cont] nued form ng of the packing contajner. m"“um

manufacturing a packl ng |l amnate m‘t?ﬁe"‘form Im, ' ESI ng and .
dividing up a raw material web which conprises "a Ifayér ®f sti*fening
material, characterised in that the thickness of the raw material web is
reduced within 5 cLAIMSyi t udi nal zones |ocated regul arly spaced over the

wi dt'h of a face of the raw material web by cutting away a portion of the
stiffening | ayer, twher dumpefirod mm@wm% daninatenin 4he Formce of

the raw materi al web,.-.and the raw rraterl al web is divided into individual,
nar rower packi ng ﬁatwembmesyum R EHALNGS uRCa XaW Materdal el zones. 2.

_QXZ?LPSSe_h”a';‘S,ﬁ%?»ﬁ?%aP 1nSh 3 Do o RE S0 St a%emetaaﬂsc% Wit
Claiml or 2, char C‘%‘E‘:ﬁl %e]dtﬁfc%hﬂ Ehf'h&# mgi-ezligf %cps d%:e% gf%g_gzones

into two 15 edge bse nutual tween 2. 4.

- A nethod in acgor QH%’Hﬁ% 28hes @Ea Lrags Q, e Wilddh gt erised
in-that the cufs g’re pl aced -at mJt ua %y equal d| stances roren one another. . .
5* A nmethod in %cegsedaﬂ%ewmaf&ign%sfbyt E&ﬁh&%”& portion of -

1_:he stiffening la.yer, whereupon a coating layer is a.pplied ‘o

' fher'rmpl astic layer and is thus rendered harnl ess. The asyrfrretri c design
~'the thickness-reduced edge zones provides optimmfacilities for doubling}

the said face of the raw material web, and the raw material web
is divided into individua.l, narrower packing material webs by
10 means of cuts in the said zones. "
2. A method in accordance with Claim 1, characterised in
‘that the said cuts are placed asymefrica;lly in the zones. -
3. A method in accordance with Claim 1 or 2, characterised
in that. the cuts divide each of the said zomes into two
| 15 edge zones whose mutual width ratio is between 5:1 and 3:2.
4. A method in. a.ccorda.nce.with ‘any one of the preceding
cla.ims, cha.racterised in tha.t the cuts are pla.ced at mutua.lly
| § -eq_ua.l d.istances from one a.nother. _
© 5. A method in accordance with any one of the preceding
20 claims, éha:rac'i:erised in that the covering layer applied to the
stiffening layer of the raw. material w_eb, after the said :éeduc_tion

in thickness, comprises liquid-tight material.



'_20 ~cl ains, characterised in that the covering |ayer applied.to the
f&ni ng: | ayer of the raw materirat—web—after—the—sa |d reduction in

| 2kness, conprises |iquid-tight - 6. Anethod in
- accordance with Caimb5, character ﬂmm”“"““i,mﬂml(l qui d-tight materiak.
| ayer consists of thernoplastic matefi al truded onto the raw—"
material web and | am nat edd%o the sane. 5 7. A packing lamnate in the

form of a web whenever produced by a nethod as cl ai ned in any of Clains 1 -
O her o stk Bethetcn apottpr et (HAPhaT TR APAL, or sed 1 n that the.
wher E?Let 45 e Rins oot et Ry B ot N L (S Cge Tones
as wel |l the ;gs @%{Qﬁﬁ oG o L A8l bSE . kgyer being covered by the

t her nopl as Ing | amnate |n accordance wwth Claim?7, 15

| Character'rasdmate@mabes 84 SPinSndtbictd AR sadb Of different width. 9. A

packing lamnate I n accordance with O aimS8, ‘characterised in that the

~thickngss Qf th Nidn@naté fhi thet hermbtiar welghenewee gradual |y di mini shes

from?20 the full material thickness to the mnimumthi ckness which is
| argel y madtmenehb'wnéwhodau alaiaed.l.’mgmmf Ciaigst Lich fal edge of the web.:

comprising a _ca::rier l_a.ye_r of stiffening mater:.a.l .a.nd. |
. at least one layer of then_popla_.stjié naterial 1amina.ted _
to the same, characterised in that the laminate web along
10 its longitudinal edges is provided with edge zones wherein
the thickness of the carrier layer is Teduced, the said
~edge zones as well as thé rema.iniﬁg parts of the carrier
layer being covered by the thermoplastic layer.
8. A packing laminate in accordance with Claim 7,
15  characterised in tﬁa_t the said edge zones are of
© ifferent width. |
9. A packing laminste in accordance with Claim 8,
characterised in that the thickness of the laminate
_wifhin the wider edge zone gradually diminishes from
20 the full material thickness to the minimum thickness
which is la.rgely ma.inta.ined within an area a.long the
long:.tudina.l edge of 'l:he web. _ |
| 10, A packing laminate in accordance with Claim 9,
characterised in that the said area of minimm

' 25 tuickness is of a width which is substantially equal



the sai'd area of nlninmum 25 t hi ckn whi ch is substantially
.equal . -15- to, or greater than, the edge zone. 11.
packiing | am nate in accordance with O aim 10, characterlsed in that the one
1 ongj tudinal edge of the web is folded over [err] along a folding |line
whose 05 location substantially- c0|nC|de&\ytt1the centre of the area in

t he edge zone wherein the materi al thlckness is smallest. 12. A nethod as-
claimed in Cai'md, ang. subsiai 'tﬁ’:l aln, %%mert%nbah%e odeghki BgeVable .
reference to the 10 draw ngs. 13. A packing lam nate as clainmed in Caim7
‘and substantial | ypus hefgiddaipnamieard had asicolrdaater @iea Craamdies shown
“in the drawnngs 14. A packing | ani nate whenever prepared by a nethod 15
as clai med i n anychrmafer@ssdrsinl thato tived ohe. longxtudlnal edge of the

10 A pack| ng lam nate in aceordance iﬁmguﬁ i m 9 characterised in thatf

web is folded over 180° along a foldlng line whose
05 locatlon substantlally CQlﬂCldeS with the centre of
.the‘area in the'edge'zone wheréin_the matérial
thickness is smallest. . "
'.12. A method as clalmed in Claim 1 and substantlally
as hereiqbefore descrlbed with reference to the
10 drﬁWings.
13. A.packing laminate as claimed in Claim 7 and
substanfially as héreinbefofe described wifh reference
to and aé Shbwn ih the dravings. ' |
14, A packing laminate whenever prepared by a method

15 as claimed in any one of Clalms 1 to 6 and 12.




