I

PACKI NG CONTAI NER W TH AN ORI G NALI TY MARKI NG AND

METHOD FOR THE PRODUCTI ON THEREOF The i nvention

concerns a packagi ng contai ner, especially a pack-

agi ng tube for pasty packaging materials with an
anticounterfeiting feature according to preanble of
claim1l and a nethod to manu- facture sane accordi ng

to the preanble of claim8. Next to netal tubes,

packagi ng containers of plastic materials (plastic

tub G‘"Ct?l\l ﬁiﬁ@ Ri@ gleﬁi P
andqup(r:g{r%gtl on o tec n@ﬁ%%smt [ gN a'Fl]‘ RKINGIAND
phar maceut i METHOB RORITHERPROBUCTION SRAEREOF

consi stence. Due to their diffusion resistance netal
tubes used to show for oxidation sensitive packagi ng
materi- als superiority over plastic tubes. Due to the
devel opnent of new plasti cs and | am nates, for

| NSTiad GRvéRioh Neori@Iukag tpH, ng epftaik@i %p@bi:‘an)p abBack-
used for the manufacture of t ube bodi es by way of

ext atgmgdmb@r fopypawty mEckagms onatairiads veitbers aamcngmttnefmtmg

sup, ority of  netal tub s widely e |mna
th t}é!feaﬁCC%ﬂdnsﬁésPr%amﬁfem? cluEn po@ fl@g to manu-

Forten A ARl BREAR BT e %?%g b

addi tion to t he devel opnent of new plastics and

| am nates (tube materials) a highly devel oped

nmarNéxcttar imgal eetivisqupadloagippasbntainass t of hdastic materials
consi dered assuring zero defects tubes, Tube nmaterjals

andPlaritutabes ar@ Zidehhrgoertedefan parkagirg ragisiraising and

B e AR ORE | R e e e hrp e R RSl Saltaging
t ubegterli® bp tt%sstyeédrgﬁ&érﬁ%' rhENed 'tﬁ@l@ﬁﬁ@é&*ﬁh 204R%nce

contai ner do next quality as a carrier

adveetalsterbest yisedvte retiogy fdsleozdndamioay ednadmr padexging materi-

may include identification of P-8163/PCT -
PCEIEHWHEIieE B ever iasiac 1ubss. Due to the development of new

plastics and laminates, for instance for the manufacture of sheet

materials to be used for the manufacture of tube bodies by way of
extrusion or by way of the so called side seaming the superiority of
metal tubes was widely eliminated, so that metal- and plastic tubes
are now considered equals as deformable or squeezable packaging
means for oxidation sensitive packaging materials. As addition to
the development of new plastics and laminates {tube materials) a
highly developed manufacturing technique for plastic has to be
considered assuring zero defects tubes. Tube materials and
manufacturing techniques result in deformable tubes assuring a
consistent quality of the packaging material starting with filling
and emptying the tubes. The tubes besides their function as pack-
aging container do next quality as a carrier of advertisement,

whereby the displayed advertisement may include identification of
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-2- the packaged material and other information
relevant with respect to the origin thereof. Wth
respect to nass volune articles like tooth pastes the
adverti senent upon the tubes in its design specifi-
cally cally directed toward i-déntification of origin
and producer, so that consuner decide by way of an
optical identification which product they are going
buy from what manufacturer, expecting always re-

pe aﬁh%gi}%%%%%&? qﬂg{e%ieﬁ zPrEc? %lfﬁ%r ?13%)2‘%1&? %Laie%ntl\%ftﬁ respect

this - tron an optica catron w

al way sheeosigne thieeést. WML he§pBct $b URIsBIVShHARE Mticles like
counterfeiting parties will result in problens for the
marigbd thastes dhetdiyeptskaged umirethaltubes inrits Hesign specifi-

pack%{ \gi_th é(g spect, to their warranties for Qqrigin,
quafalty dested ieward igengfication ot prigoy @t Prefduses so that
are f | €41 sidi.on_ Lo _prqyi kagi

L B IR B9 A B 8o BPB P proace
or ifiley AR Toidd ARy BRI WhaD rHehALAROYEr | SKPRIBIShAPEYs re-
copyi hg of "a spe- cific tube formand design carrying

t hepeagndih ¢o ssarpiirena pnoduets of tdaenerquulital Vithhthisbgxpecta-
these counterfeit tubes usually contain packages

matféen A1 opticl fidenbfcatignl Wi@/}éé&’aﬁfﬁ g @aﬂneriici%ﬂ fvelrie con-

by n. counterfeiting manufacturer. |.n the event
counterng Coptatistars; PRRIGESHHL el isep s for the
PaGkanedasRiRri ot theSPAtk SN AYAGHAN Idna / HEfIRE back&E with re-
consuner, not being aware of having acquired a coun-

t erdpeict o odiedt , wadaln tadst fob uwiréginh equalty tandlefeadistehee of
the manufacture of original materials which wll .

r estHalityor Cenngerfaioradrar & exammlebinerss ResiHORe§pderovide

e N Yl AR g BB 2 i
| NeNEoR g gr id2€ Hebe %a%cgs Ande?Std¥ €bPying of a spe-

described i nvention to provi

cific tube form and design carrying thereon the same imprints as
the originals, whereby these counterfeit tubes usually contain
packages materials of different quality as the quality offered by non
counterfeiting manufacturer. In the event counterfeit products with
respect to tubes and/or packaged materials should show quality
defects the consumer, not being aware of having acquired a coun-
terfeit product, will attribute the quality defects to the manufacture
of original materials which will result for said manufacturer in
problems with respect to origin, quality and guaranties of his

products.

In consideration of the above described background the inventors
did define the object of the herein described invention to provide a
packaging container preferable a packaging tube having an anti-

counterfeiting feature (following in short also feature} and a method
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packagi ng contai ner preferable a packagi ng tube having
an anti- counterfeiting feature (following in short

al so feature) and a nethod P-8163/PCT -

PCT/ CHI BO3/ 05804 - 03.06. 2005 -3- to economcally
manuf act ure sanme, whereby a t-ube with this fea- ture
even superficially scrutinised visually presents
itself as an original and this object is solved with
respect to tube by way of the characterising features

of &l 8LdB Im3QAnf Phahiif TR DY tN€ube with this fea-
f Eat claim WX\ Van

characterisi ng atures o ageous

enhdenends Qlipertitally k&rﬁti@li%@fﬂﬁﬁﬁﬂﬂrsﬁﬁeééﬂtg UgtBelf Nes an

clains 2 to 7 and those of the method through the
cl amgingl tagd phisTalgiedt i solyetl widbhreésgpees tddmbeabye weyeof the

manyfacture of plastic _tubes, The ready made head
t ecHHIGEESH taresmehrim bangd ik dnlgwgvaspof the

RO TR A0S B0 B ot YRR o

ti ahet hobe afre @RIraRRiRIE SBHNEh Whk! GaifistDRoSEGRRHthose of
node head and body are attached to each other by way

of tiwe mejtkoditbroughltbiendapns®ets 12. The form on
technique differs there fromto the extent that the
head and body are attached to each other during

for i Q-0 i:n f a_he ip a patri er ehy .
t ne o Aietens HHREeE, aifdte e, BRHIACHIE! Y ppastic
a ReMHesOMIY Bhagt ifddectedBt BdiliqPk tdhchesS88@R™ment of a
enbodi nent through injection noul ding. Known is also a
netrieadywhiacte theadhes 4 tabaskod§, phasibying ed oatemiogle of at-
portions to connect a prefabricated head with a tube .
bodachmniges dp gisvethe sicltingaeadwmnip dodydbrivayapl applica-

o5 PSR bt e Sl PSR o PR el frvocs
?ri?gélril"aeﬁai&jﬁélﬁé& 0 fe@bh! @ FBHHAGT O £ Phjdctdf RIRAGIA Process.
The form on technique differs there from to the extent that the
head and body are attached to each other during formation or
moulding of a head in a matrix whereby the moulding of the occurs
for one through shaping of a portion of plasticized material or in a
second embodiment through injection moulding. Known is also a
method which teaches the use of plasticized material portions to
connect a prefabricated head with a tube body. The development of
these methods did aim at two objectives namely for one to satisfy
technical and as a second one appearance requirements. Profes-
sional circles strive for the manufacture of leak proof and mechani-
cally strong seams which have to be however optically unobstruc-
tive. To provide for a tube with anticounterfeiting feature the in-
vention departs from the teaching of the involved professional cir-

cles as set forth above maintaining the mechanical qualities of a

seam between head and body however making the seam or parts
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cally strong seans which have to be however optically
unobstruc- tive. To provide for a tube with
anticounterfeiting feature the in- vention departs
fromthe teaching of the involved professional cir-

cles as set forth above mai nt-a4 ni ng t he nmechani ca
gualities of a seam between head and body however

maki ng the seamor parts P-8163/PCT -

PCT/ CHI B03/ 05804 - 03.06. 2005 -4- thereof visible

Acc rd| |nv nti he. head. car | S

¢ urBetr il necBiitls e uNie theBed shlfies s foo-
to r r he fea-
runt%?ﬁ ;Pfta#‘i?u%%% oI &5 (e LA A d® i the

ri ngiresad arting eandrotgetive sirbhmiting agreglegim the shoulder
pressing of an _annul ar portion of plasticized plastic
mat@rthe h@ad,awhafph fréng s f@ﬁn@dra@@ made casible dewingequeeze
head_ or. thefbod to.effect. the nt OEFthe hea £
{0 RISESHEOT RueaRgE ISP crial of a

W tdlff%réxftgwfo%raé At c,fo‘?&%P fbc‘%ehé dhﬂﬁje 'b%d Sﬁ)deﬁ’@ét the

pl oying for attachment a bo y to a a port

pl agtachzedat ¢fl @sd headateihal body f Aﬁmta@dushg to manufac—
preferably of round or lenticular cross-section, the

porttire rtlmsmyltbomfcatm@das dsefcrfarth abgrata mqth@da s uged em-
botaEED o paERnRY G ieBhes quiiadR borter (it blasticized
th |

‘0 3) ?EHH rﬁﬁ?]%ﬁél rp?oﬂﬁagf a ItI{:lg Oﬁxaeg%%{blg%}dfd?ﬂﬂ N& lenticular

extendl ng annul ar sec gqueeze pressi ng

t hQ:rQléisle@ﬁohy tHegnstdin BBl pbsRiGhdmEbithalt it abutts the in-
direction of an outlet of the head. After term nation

of ndresufaeexd arpaossilay soctioqueetie bodyiangl sewls befaveen or
of Reiabyapan ot SoowRUETats Pl e FRosiug of diadead
corPEEaRitr naeysl (19 LR Porkind Ghoular segtion and
Thl@d&ietﬁ%séﬁygﬁmhéq&)ﬂthﬁ{ by means of mandrel and matrix in
direction of an outlet of the head. After termination of the squeeze
pressing or squeeze forming step the annular feature joins the
freely running round edge of the annular section so that the ring is
positioned from the transition from shoulder to body corresponding
to the length of the annular section. This has the advantage that
the position of the feature upon the shoulder can be varied by way
of varying the length of the annular section. This provides for the
opportunity to change the visual appearance of the tube if so re-
quired or necessary and further by way of the position of the fea-

ture upon the shoulder manufacturing series of tubes can be iden-

tified.
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the position of the feature upon the shoul der can be
varied by way of varying the Iength of the annul ar
section. This provides for the opportunity to change
the vi sual appearance of the tube if so re- quired or
necessary and further by way-&f-the position of the
fea- ture upon the shoul der manufacturing series of
tubes can be iden- tified. P-8163/PCT -

PCT/ CHI B03105804 - 03. 06.2005 -5- Further advantages
features and indivi itens.af the inventio can

o RbiFFEs ARPRE YRS, diA o eser B afival Tiks el Mggtion
pr Qg t -
e T R e B
A taskeand asfr ah ngppaxrathe adwgeteid an practiss Biedprodcess, and the
Fig. 2 a mandrel with head having a stepped

ar iagengst which gragiagsshemel with head and a

mul ti - chanber stepped ar- rangenent; Fig. 4 a mandre
with head with the circunferential surface in an

' nc#l nged pog ﬁil%]acg&gimg ti?l'vén‘:ilag il ﬁ%%l&g view;

oper t|on not having com Renced Yyet; Fig. a matrix
after the pressing operation has been per- forned.

Fig. 1 shows the headsi de end of a packagi ng tube 10,
f olHigweng calmasdral shidy headbwaviog aTheenneseam@ngement;
consi sts of a tube body 11, followi ng called body 11
and a tube head 12, following called head 12 which

§ s congeted wit, tﬂ?e%oﬁ i a% ?ﬁ? fnﬁb@rs sferidtl ar-

e head 12 conpri ses an ou
16 (fig. 2).rangement;

Fig. 4 a mandrel with head with the circumferential surface

in an inclinded position;

Fig. 5 a matrix the pressing operation not having cominenced
yet;

Fig. 6 a matrix after the pressing operation has been per-
formed.

Fig. 1 shows the headside end of a packaging tube 10, following
called in short tube 10. The tube 10 consists of a tube body 11,
following called body 11 and a tube head 12, following called head
12 which head 12 is comected with the body 11 and carries a cap
13. The head 12 comprises a shoulder 14 and an outlet 16 (fig. 2).
The shoulder 14 carries on its outer visible surface, as opposed to
- its inner surface directed toward the hollow space of the body 11,

the anticounterfeiting identification 15 or antiocounuterfeiting
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The shoul der 14 carries on its outer visible surface,
as opposed to its inner surface directed toward the
hol | ow space of the body 11, the anticounterfeiting
identification 15 or antiocounuterfeiting P-8163/PCT
- PCT/ CHI B03/ 05804 - 03.06.2065--6- feature 15
according to the invention. Dependi ng upon the re-

qui renents of the diffusion resistance of tube 10 the
body is made of a plastic nonofoil, plastic |am nate

foifeaflired 18 %ﬁ:tcb?éfl?% b HaMinvBRLSn %Eﬁﬁfi‘ﬁ&g g,’gt%joﬂ the re-

strips are forned 0 a tubular body a

t oggiirements @ighiet $ifhchioh tredistahce dfeabeBbdlithe Bddais made
al so be extruded, in this case the welding operation i
i s gioa plaside gmuppoiciheplastigi lesninaterfeilaer anplagticy/metal lami-

edRIE1BIL SRR E AR B 577 GHPEHo T Ghnailar body and
f SEpa Al 7% B e G
conpr Sdctogtielh 3 N ) WL BT deap o be

an etih@ed 1 wWhis bas@nhbeweldipes ehepbtionoBetlobyigreassry. The
of cap 13. The outer di aneter of shoul der 14 of head

12 hogiss i hhtarg sfrakicer! itshaper endswonngicierbiter prffabnigated
b 1 d,di i i h that t

it 180 e BRREBNTE arF i oAT Skely gy (e tubgpanu-
durd el . _
B8y ST AOTPRTIRN o] Qg aea dis

ti mikd ishbiudeit N eaferdingf tHdfetlord 4hngulet WeewwHibR can be
circul ar edge of shoulder 14 and the in- ner surface

of dpsiediar clased Hy mgahdofigpap13are connected by
means of material portion of plasticized plastic which
plastic has to be selected so that it connects upon

SRSB4 0P ISP Y ey S SH YA PR, bl Wi
Io]p thagetiy imnéRaidakeof thd Bedy NneanldyheRbiokledstd §uch a
way that the material used for connecting body 11 and head 12
can during the squeeze forming operation can flow around the cir-
cular outer edge of shoulder 14 at the same time filling the gap in
form of a ring between the circular edge of shoulder 14 and the in-
ner surface of body 11. Head 12 and body 11 are connected by
.means of material portion of plasticized plastic which plastic has to
be selected so that it connects upon application of pressure and
selectively heat with the plastic of head 12 and with the plastic of

body 11, in case of a laminate with the inner layer of plastic of

body 11.

Fig. 2 shows in schematically a round mandrel 20 as part' of a
pressing die carrying upon its in longitudinal direction extending
surface a tube body 11. The upper free end of mandrel 20 is

shaped (contoured) in such a way so that head 12 with its inner
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|

body 11. Fig. 2 shows in schematically a round mandre
20 as part of a pressing die carrying upon its in

| ongi tudi nal direction extending surface a tube body
11. The upper free end of mandrel 20 is shaped
(contoured) in such a way so-that head 12 with its

i nner P-8163/PCT - PCT/ CHI B03/ 05804 - 03.06.2005 -7-
surface can be conpl etely deposited thereon. The head
12 is formed by the disk Iike shoulder 14 extending

pesgisor bhe b8! col kx| athh il iy 1 7he! Bead 12 i

exten a cent ranged mandr

ext iraiah by liteodidiatikehshdgder 121 | sxeoriiaptthiceefrbih the hol-
held on the contoured free end of mandrel 20.

Ac clomdiciiintdoical gutletalt antomdrichewtteods2e C@ﬂtlb'@@ll}}’ peranged

st a&‘txalr‘%e? FiTHTSiEn s §4¢B3% $hp dieAd JEr1s aA-BIL el dreld on
o et ﬁgg%armana&ef hg, mendrel . The axia

exten3|on the annul ar section 22 is determ ned (see
fig. 4) by the distance Awithin which the freely

runni ng round edge 26 of annular section 22 - seen
f r oficeonslingripdig.| 2 me shnbdaisedtion A2 pb boriersl 1 ypaxiahdirec-

outer surface of the head 12 thus for he outer
run‘HPﬂge’FtSH%ra fg‘@%ﬁ%‘é\t oyt eoﬁt%rﬁgl?aﬁqrgo EFAFYREY 23 be-

feafl s, Jrﬁa et :%c%\ﬁengﬁ}' and erEt{eech ‘?eﬂe@ce Jf‘@ngg—ﬁgndrel.

shows atcord I'ng arrangenen

UPODhé laSiAUd:-@En Sl @pﬁlé’\ﬁhﬁhﬂ@f RGN is déteriiifed (see fig.
around the outer circunference of shoul der 14 having

i n 4dby dbtidintagiccofitwighinl &vhiphehhe: freelycnannzg fawed 30ige 26
he Coh RGOSR TR R2nEPEN TFOMoie SenkryUR Ajdyiad 13 - is to
P OIS L0¢ 110953580% A BELIRRE HIETY 0REORSrAh A Me outer

out'ef eérence
running round demarcation 27 of the anticounterfying feature 15

(following in short feature 15). The head shows according to fig. 2 a
stepped arrangement 29 upon its outer surface which arrangement
29 runs around the outer circumference of shoulder 14 having in
direction of outlet 16 upward directed surface 30 forming the inner

running round demarcation 28.

According to the invention it can be advantageous to provide the
passage 24 between mandrel scope 24 and outer circumference of
mandrel 20 with a multi-chamber stepped arrangement 31. Ad-
vantageously the multi-chamber stepped arrangement 31 (following
in short arrangement 15) comprises two chambers 32, 33 whereby
the first chamber 32 originating from the outer circumference of
mandrel 20 and in direction of center-line M structured as a
slanted surface joins up with the second chamber 33 which cham-

ber 33 ends in mandrel slope 24. The diameter of the orifice closest
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mandrel 20 with a nulti-chanber stepped arrangenent
31. Ad- vantageously the nulti-chanber stepped
arrangenent 31 (following in short arrangenent 15)
conpri ses two chanbers 32, 33 whereby the first
chamber 32 originating fromth®-outer circunference of
mandrel 20 and in direction of center-line M
structured as a slanted surface joins up with the
second chanber 33 which cham ber 33 ends in mandre

sl opg 14 ceigr Jiruraiel 19f1d REyOHd baeuthRsE8Le of the second
P-8163/ PCT - PCI/ ¢H B03/05804” - 03.06. 2005 -8- to the

centlesinlbepeis tihatnkHred &aysudie aCwaguthet énge coletdie by the
second chanber is dinmensioned in such a way that it
i s @atar elgcuniernceot shovidesubft eofehead of 2, s¢w hade thg £ham-

f 12, t.hat th b 3 f i th d

T2 BEF Aot WS o b2 surainged Rp Shouoliel PR GRd the
h

o SOEregg R el X Al IRAPA0 L SR, o e, front

chafdverof Bridygeogrwiilé kekhein BRRI diréctivil ehefitslchamber

surface of section 22 of body 11 and the outer _

surdadegethahwithdéhe iunep cincvaniespatiabsurfadeae! sediomr22 of

space .35 extending in the sane_.axial .direction as

onisdy bb Al the buig s gt oA U [giaay gpen an-

t he,§gg0 mCBf@&Je:{ce%S %@Eﬂgﬂ‘gg iHNGR! sﬁﬁ?@lag(?%l dteBitn as
a adj

by way of annu room ning the secon

CchariaeidréB 2. A€ iSatidwn iif REOVBI et wiaRt By Wakg bftihe second
portion 17 of plastic material plasticized by way of
heathamdpesf 33 afeamged voldeurshdalider hed prad thyc wagt ef aainular

oy A R s
' ' £ | .

cenTHBLFRH e utfif g7 0! BUAAR, RU@HEE h8ubdEd by way of

shonegt sharahdifferdiet sololztda@fthehdlhskicnN®ase@inof the head 12

arranged as a_ slope 36 in respect
and if so desired the plastic material of the body 11 can be pressed.

Fig. 4 depicts a circumferential surface arranged parallel to the
center-line of head 12 (said parallel surface not shown) whereby
the surface of that kind shown is arranged as a slope 36 in respect

to the center-line.

Fig. 2, 3 and 4 shown different mouldable connections between
body 11 and head 12. The connection according to fig. 2 satisfies
normal average requirement, while the connection according to fig.
4 satisfies higher requirements to be full filled by a connection as
for instance the one according to fig. 2, since the slope 36 is a
greater one sided connecting surface than parallely arranged sur-
face according to fig. 2. The connection between head 12 and body

11 according to fig. 3 is meant to meet very high requirements to
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to the center-line. Fig. 2, 3 and 4 shown different
nmoul dabl e connecti ons between body 11 and head 12.
The connection according to fig. 2 satisfies nornal
average requirenment, while the connection according to
fig. 4 satisfies higher requi9enents to be ful

filled by a connection as for instance the one
according to fig. 2, since the slope 36 is a greater
one sided connecting surface than parallely arranged

SUur : [ I: C [

nea T3RSREAROREH dohflelih, com BlfCBY AR bPTOTEAR e 34
nmeefheveinerth@face (Riinfece diiected t&t1BE63hBEToom of the body) of
PCT/ CHI B0O3/ 05804 - 03.06.2005 -9- be satisfied which
conessd il@rwitbntiimswribgesay apinulhe rondeBbuThsarrahgement 29

i nner surface (surface |hgc d Eg t he i,nner roo
§

of
t heBRReAuteRsitace gf & {REIAISP BinHard with head

ro . t1 29

hoit dseoldRete HUSTRHY, 3 TOR HE RSl RiR 7 as
t 0 tihg.is3pdierréd, T0id188sd hrefBt&d ithht ROkt 8B d7cidsubar, len-
ring is preferred, it is also preferred that the ring

of tedulenl ar drbpnlike icrobsarsestiodr op dridee te sssier atached to
Is prior to pressing attached to the jnner surface of

t hePgnHtnes S@é‘@% bhae EvEniag gSeatoh AL IcaveTingdie apnular
%é@% 6 show the nmeans to connect the body 11 to

ead ""12. In fig. 5 reference nuneral 39 depicts a
ring shaped or annular matrix into which prior to
comencenent of the pressing operation a mandrel 20

i s gt & addi dtshoarthgi mgamsbtdgohheandhhdastyl 2 labal the head

material portign 17, vvhereb}/ the end of .the pressing
operathiofigi s redsrsRseinimegal 69 deichaariing shapssogn annular

PRl MRS bty E8hmEREEaRRu Bk et operation

a mandrel 20 is entered into carrying a body 11 and head 12 and a

L
t Lgoﬁ

material portion 17, whereby the end of the pressing operation is
shown in fig. 6. The matrix 39 (shown only in schematic form) can
have an inner ring 40 spring biased and movable in the direction of
movement of mandrel 20, which ring serves as a hold down device
for the head 12 upon mandrel 20 and which serves with its outer
diameter as an axially movable moulding wall and resting upon the
shoulder 14 will form for instance the inner running round demar-
cation 28. The moulding contour of matrix 39 is being formed by a
cylindrical section 41 and a radius formed section 42. The inner
diameter of cylindrical section 41 corresponds to the outer diame-
ter of mandrel 20 with body 11 arranged therecon. The radius
formed section 42 is dimensioned in such a way that is moulds the
backward part of the annular section 22 as round or radius formed

transition from body 11 to head 12 while its forward part during
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novenent of mandrel 20, which ring serves as a hold
down device for the head 12 upon mandrel 20 and which
serves with its outer dianeter as an axially novabl e
noul ding wall and resting upon the shoulder 14 wll
formfor instance the inner f¥@finri ng round demar -
cation 28. The noul ding contour of matrix 39 is being
formed by a cylindrical section 41 and a radius
forned section 42. The inner dianmeter of cylindrica

ﬁ %1@%’ ﬁ)%gggggs tgréltf g‘itt%r Cc% @? \xﬂgtﬁr tl'?é outer sur-

arr hér'eon

fOffﬁ@éI&QﬁélS@l@u}aef §4d| nensi oned in such a way that i's
nmoul ds the backward part of the annular section 22 as

round or radius formed transition from body 11 to

hea 2v\h|Ie|tsforvvard part, during
regiogspgonngsat gepratabricated hﬁadp}%g)gathga body 11 by

op 0 n with th r
f a?[élgélf’lg%% férrﬁ uéj % Itrlngg k‘%ﬁ@“ﬁé? % or S8 51? A ér? the Yhoulder
Pr ef Al iHealde 42 hgash i i Ly s@n bRl ﬂalsise/ aBﬁéP%té‘ﬁs The first
formng aring |iKe connection of seam upon the
shqdrdizd stég isfloaelimdg MRanslrep20aweth esbedyi Bl lin suckix way

partlal steps.. The first partlal step i s | oading
|arp@ngular sesbiapr 22 b @,@Jéhllaeu&n dg ﬁ)&yoari the transi-

I t 11 extends b
eSS4 G5By Al 8 of o
Ci rMTRE 61681 APmeh B YreAnndthr d8&isX iR gm Bipon the
of annul ar section 22 depends upon the radi
di stdiwdedistande twieichr ded Yraelyp mutghingurdired] gelg2626fof section

section 22, which edge 26 forns the outer running
r oRR Whialy edes @6 fgms ithe qusfiey ﬁé@lﬁl@gm%ﬂﬁmaﬁq@élon 28,

0,553 RR B LB, ST Eus oSP e 3R e
demBhgat bPReéBolPYE SmbBnsOMR i Hoditidieof 1@1@""8{1|t@r ¢8hning
round demarcation 28 moves up toward the outlet 16 while de-
creasing its length means the outer running round demarcation 28
would move down toward the transition 23 that means towards the
outer circumference of mandrel slope 24. In a second partial step a
prefabricated head is arranged upon the mandrel whereby it is ar-
ranged thereon by way of the opening of outlet 16 and mandrel
extension 21 and in that position the head 12 is being surrounded
by the axially extended section 22. In a third partial step the mate-
rial portion 17 of connecting material is deposited upon the visible
outer surface of shoulder 14. It is preferred that the material por-
tion 17 rests against the inner circumference or surface of the an-
nular section 22 completely running around said surface. The ma-
terial portion 17 consists of a plasticized plastic the composition of
which is to be selected in such a way that it connects itself with

upon application of pressure and if necessary heat with the plastic
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creasing its length nmeans the outer running round
demarcation 28 would nove down toward the transition
23 that neans towards the outer circunference of
mandrel slope 24. In a second partial step a
prefabricated head is arrangedlupon the mandre

whereby it is ar- ranged thereon by way of the opening
of outlet 16 and mandrel extension 21 and in that
position the head 12 is being surrounded by the

axi gl | X d tion:.22. ln a.third partial. s

Cnee BT Bpft fa D B8 noliyiLL b G poRiirirE s used
deReRhit@@ WRRp }Slﬁ@ti}é'léy@zl Bf bBH&elrl._SltHé ﬁ?&ce?falﬁf&ﬁ'o%ew can
14. It is preferred that the naterial por- tion 17

r estes dagasited inhe thendie dnrprefdlerientee forms usdf axtruafed upon
the an- nul ar section 22 conpletely runni ng around
saithaidendd profergbly eavaring e ersilay regms Sos lyefered a

I T e T,
UPQTh PR Ic¢854-QRcAbNPIRSSYL & PRUetdbIRESESSANa88bticular or
with the plastic P-8163/PCT - PCT/ CH B03/ 05804 -

03.dop2liké cohliguwhtiohe Thefulnl 2raswtabliah tdfe théicbogyerd@iting
in case a lamnate is used wth the inner plastic

| ayertwe badipan therhotlderild the plasiic makgial eleportion 17
d ited.dnto the die.i, f.abri cated f

extinec s byt rapaiisay SRR ram the col
anni{aps &H@'ﬂfﬁégctrﬁ%%éﬁéf o¢ the cffa'éﬁi iPLhta N Ped from the

shaped ring at nmeans as closed rings and the

cr asdoueof ithe By ddf. Tinsaploeftepalbtial etereibiecid AR, and portion
lenticular or drop like configuration. To form or ]
estlabEnter itie thetdreuaneniler mhalix fRalureasesthaseristrevided

Srogl el 0% 8 SR LS IPSERL, o PR LS AL ISR, oo
el B 88 LA A0 9 50 RS
f orhbvéraeht aif rahadreead ihio ahd Paktiko0B9 against it’s spring bi-
ased resistance. During a fifth partial step the pressing and form-
ing of the feature 15 is effected. During this step by way of entering
mandrel 20 into matrix 39 the material portion 17 is pressed into
annular room 35, stepped arrangement 29 and into the first 32
and second 33 chambers of multi-chamber stepped arrangement
31 connecting head 12 and body 11 at the same time bending the
annular section 22 in direction of the outer surface of shoulder 14.
The pressing operation is finished when the inner surface of sec-
tion 22 abutts or is in contact with the outer surface of shoulder
14. During the bending operation part of the material potion 17 is
being pressed and flowing by way of the annular section 22 in di-
rection of the outlet 16 until the plastic squeezed over the surface
of the shoulder 14 runs or flows against the upward directed sur-

face 30 of the stepped arrangement 29 or flows against the outer
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17 enter into the open annular matrix 39. In case
there is provided an inner ring 40 the outer surface
of the shoulder 14 gets into contact with the inner
ring 40 and noves sane during the entering novenent
of mandrel 20 into the matrix139 against it's spring
bi - ased resistance. During a fifth partial step the
pressing and form ing of the feature 15 is effected.
During this step by way of entering mandrel 20 into

|
i ielshes B Gl B30 o el BUB g ok Mimegtion of
firsddB21 afl SRR B3schaehiens tafe AHhbila £ hReeeh 22 is by

stepped arrangement 31 connecting head 12 and body 11

at mieensafeghei plasterdipugtiome 1 7 agudeaed snadirecti@2 0|f rmutlet 16
direction of the outer surface of shoul der 14.

pr RS %%e%tth@ nsheuldesi dfeanghanringe fomned %‘:@Wa%elS on

abut S.Or 4tS in conta h er
sur Tt 92 B Amed T ¥ gliehGe SR Riing ML shilfstninicn
parfeafired f&fd‘f%@d 'b’r}l aROtiHfR ﬂg drid oﬁ%ﬁ@?pagﬁl%ﬁ—@aﬁﬁﬁ circu-

flow ng by way of the annular section 22 in di-

r edatiog apohhthowiter sifirfact idf shheulpleast 4 aneqoneepguvard di-
over the surface of the shoulder 14 rups or flows
agareﬁéq sshefagenaf imncscriag 44) fompig sbeomngreencirculating

b 3@%& & an%@}%@é@@fﬁg@&r a B%a%%:s %8t8?gu{§hon of feature
C' F £ G5 #1feer o}bé‘s{k%ler fet48e %ﬁs@ﬁrﬁieﬁérlg %véng*lﬁ front

connection of body 11 and head 12 is effected, th
anrafl ire eelyi onAdhg sotind Wﬁ&ﬁotmmg)lthetomwfedge of the
portion 17 squeezed in direction of outlet 16 .
corivegh &uflew freelys foat sesary waipw thmgwra@mmgmqﬂ above

15 on houl der 14.is forne I Sstancg enc n
e B PR OUET SHiTeRE QfQHAEer 4% drb gl FR Al B gnan-
ANCRYRY with %F@rf@Eé Movdd %Fl’c df%h@ﬂx‘@”tﬁ@@ 19Hi€LEjected
surface of shoul der 14 neans (upward di -

from mandrel 20 whereupon the method to manufacture a tube

with feature 15 can be repeated.
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rected surface 30, inner ring 40) form ng the inner
encirculating demarcation 28 are preferred for a
preci se configuration of feature 15, it is however
possible to let the plastic material flowing in front
of the freely running round ed8e 26 (form ng the outer
edge of the ring) to flow freely, that nmeans w t hout
t he means nentioned above over the outer surface of
shoulder 14. In a sixth partial step man- drel 20 with
tube 10 is noved out of mat ;.39 tube 10 is ejected
from mandrel 20 whereupon the nethod to manufacture a
tube wth feature 15 can be repeated. P- 8163/ PCT -
PCT/ CHI B03/ 05804 - 03.06. 2005 -13- d ains

Packagi ri@aaitaglagmntagmecspbmwlym@gamggtmﬁ@ (1®)with an-
with an ticounterfeiti fea 15) for

packagi iR Ericiting ffs 1% fé)g"t ) &%&liaéglgng@genals
of a fl %rﬁ%ﬁ ﬁjna%%tf 'ohpfo(;mlt) e fdreXiRbShle plastlé: foil or

pl astic/ one éend ar -

t hereon gt @%ﬁbﬁ%pﬂ)&@@ﬁﬁé@&rﬂaﬁﬁﬁ%tf@newﬁl@ﬁ&t(dr;’é e@ld ar-
plastic material, conprising a shoulder (14) and

ext endi ngtngebdm@frcmnaanoheﬁ@bbki putiadriqated ,tublechedy (12) of
t he shoul der (14) is, attached to the body (11

means ofPlashft Bgtariahoremprising)a rodss;| 1%02%%3 didending
squeeze | I onne

Ut ace G R RI bR RLE 1 ARG ng Sp IRE 14) s
cunf er engea@ied b8 tABBHEL(1 () 1Y m&H 8f hehatedal REFEEY (17)
that the shoul der (14) carrl €s an anticounterfeiting

f eat ur e dfpsttized alnd fsepente ¢atroed Eastih anatffnalh@nnectmg

shoul der (14). 2. Packa?l ng contai ner. accordj ng
cl ai m 1,2tk ARRSE reifage of i e8¢ ehRedynd 1 é’é’ctbr @n(@sser cir-

i's for neqlr%ﬁer%nclenoqf ad %ﬁ%%%er (14}, characterised thereby that

the shoulder (14) carries an anticounterfeiting feature (15} of

a different colour as that of the shoulder (14).

2. Packaging container according to claim 1, characterised
thereby that the feature (15) is formed as a ring arranged

upon the shoulder (14) and encirculating same.

3. Packaging container according to claim 1 or 2, characterised
thereby that the feature (15) is formed by part of the

squeezed material portion (17).

9. Packaging container according to one of the claims 1 to 3,
characterised thereby that the feature (15) has an outer (27)
and an inner {28) demarcation, both encircling the head (12)

upon its shoulder (14).
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upon the shoul der (14) and encircul ati ng sanme. 3.
Packagi ng contai ner according to claim1l or 2,
characterised thereby that the feature (15) is forned

by part of the squeezed material portion (17). 4.
Packagi ng contai ner accordi ngléo one of the clainms 1

to 3, characterised thereby that the feature (15) has

an outer (27) and an inner (28) demarcation, both
encircling the head (12) upon its shoul der (14).

63/ R PCT/ CHI .BO3/ 05804 06. 200 - 5.

Packag! A HERSE A AULTr AP IBECiReOBF Phing clpfips ot to 3,

to 3, ¢ %%E%ﬂl@&fl thlé?élﬁ;ﬁythtalﬂafeaftﬁ% ('“][rlg (1}35):lehﬁ‘uted )by an

delimted by an outer ni ng round rcatlon

and an iguter ruiihgoroural dénterationt (37 4128)an Mledfremnmng
the inner running round demarcation (28) is formed by

P di < Wfffé'd?ﬂfﬁmop B ek dor upRE round
out 1 ot - caparetBR BaL is, abid oh SIS Snatertdl, Seel lowing
s %nﬁ%@%&ﬁf’aﬁﬂ L4 A B SR RT Yok BV iR Cdirec-

freely rtismofigutiridepdge (26) of ring shaped section

(22) of body (11) and that the inner running round
demar cati on (28) is formed by an in the direction of

S RSP LB AR o AR o .
one of (RETE torised, TRGERY IR AURE PRI T apoation
the annypay iseforhd 32k frteBertinning round edge (26) of ring
shaped section (22) of body (11} and that the inner running
round demarcation (28) is formed by an in the direction of
outlet (16) upward directed surface (30) of a stepped ar-
rangement (29) arranged upon the outer surface of shoulder

(14).

7. Packaging container according to one of the claims 1 to 6,
characterised thereby that the annular section (22) is bent
over in direction of shoulder (14} covering an annular room

(35) between shoulder (14) and annular section (22)

8. Method to manufacture a packaging tube according to one of
the claims 1 to 7, characterised thereby that a tube body (11)
is placed upon the outer circumference of a mandrel (20)
leaving an annular section (22) extending axially therefrom
and that a prefabricated head (12) of first colouring is placed
upon a mandrel slope (24) of mandrel (20) a material portion

(17) abutting and encircling the inner surface of annular

P-8163/PCT - PCT/CHIB03/05804 - 03.06.2005



over in direction of shoul der (14) covering an annul ar
room (35) between shoul der (14) and annul ar section
(22) 8. Method to manufacture a packagi ng tube
according to one of the clains 1 to 7, characterised
thereby that a tube body (11) 15is pl aced upon the
outer circunference of a mandrel (20) |I|eaving an
annul ar section (22) extending axially therefrom and
that a prefabricated head (12) of first colouring is

pl aced upen a . mndrel slope (24) of ma reI 2

et or | aISSBBPR G 1o EAPRHER, PRI HONAG PR (4 between
i nner Sy dar e 9f s AANWHRY 5188 HrREEtion 822) said portion (17)
PCT/ CHI BO3) 058047~ 03. 06. 2005 < 15- sect!on(22) Ts

deposi t ed differcreincalots! @rart eaid (i35) cokiverg aribathridZ) (20)
and i nner surface of section (22 said portion (17)

of diffding evtyed thtmn matdxr (B8 kandng ﬁgctlﬂﬂ {20} and

dr el t d t t 39
Sectt on a0y rah RIS TS ol BRI B S T avec
mat eri al 1(5}Pr'fl :ﬂ)ro'o ESFg?d;%%CBBda]? ?’f’ l}{aQQH}ﬂ por-

I
(35) an a secon(JSpart 0 por- t

bet ween tige {1 P beBierandcsbauiz@rand @hdt[lddr (&4} imlirection
of an outlet (16) and flowing a head a freely running

round edge (@8)etofltgeand dlowizg) at her@l®y fasln gemimpg round
t ube bod d tube and formn
ot conree e, ahSeeton BR %1%5%@@11%%3%8 body (11)

S PR O, SFRLE0L 08 (g

shoul derturéwa;) is formed by the part of the nmaterial
portion (17) flowi ng ahead of the annul ar section
(22).

9. Method to manufacture a packaging tube according to claim
8, characterised thereby that the feature (15) upon shoulder
(14) is formed by the part of the material portion (17) flowing

ahead of the annular section (22).

10. Method to manufacture a packaging tube according to claim
8 or 9, characterised thereby that the second part of material

portion (17) is pressed into stepped arrangement (29).

11. Method to manufacture a packing tube according to claim
10, characterised thereby that the material portion (17) is
being pressed against an upward directed surface (30) of

stepped arrangement (29).

12. Method to manufacture a packaging tube according to claim

.9, characterised thereby that the part of material portion (17)
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10. Met
to cl ai
second

st epped
packi ng
t her eby
pressed
st epped
packagi
t her eby
P- 81631
fl ow ng
form ng
P- 8163/

hod to manufacture a packagi ng tube according
m 8 or 9, characterised thereby that the

part of material portion (17) is pressed into
arrangement (29). 11. Method to manufacture a
tube according to clailé- 10, characterised
that the material portion (17) is being

agai nst an upward directed surface (30) of
arrangenment (29). 12. Method to manufacture a

q&h‘%&%ﬁ gc‘i:‘ﬁi @1‘% %rﬁ{lc fi%larﬁne%tg?{l IC@%S ?g_tﬁeicdi'lg&g forming
RidmentS Hder @Qﬁéﬁéﬁ@é towiAd %@l('t%qcﬁﬁ)_l&

ahead of the ahnular”section (22) is wthout
el enents freely expanding toward outl et (16).
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