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Method for thermally bonding together a cover film of an ophthalmic lens

package and a base part of the ophthalmic lens package

FIELD OF THE INVENTION

The present invention relates to a method for thermally bonding together a cover film
of an ophthalmic lens package and a base part of the ophthalmic lens package, and

to a package holder for supporting the base part.

BACKGROUND OF THE INVENTION

Ophthalmic lenses, such as contact lenses, particularly soft contact lenses, are
typically packaged in packages such as blister packs by using automated packaging

processes and automated packaging systems well-known in the art.

A method and an apparatus for packaging contact lenses in a tightly sealed manner
are described for example in WO 98/32587. After a contact lens has been introduced
into a depression of a base part (shell) of a blister pack, a predetermined amount of
a storage and/or preservation liquid, such as saline, is dispensed into the
depression. Thereafter, a cover film (foil) is placed on the base part of the blister
pack and is thermally bonded to the base part. During bonding, a heatable contact
plate is pressed onto the cover film arranged on the base part while the base part

with the cover film arranged thereon is supported a package holder.

In case particles are located on the surface of the package holder, or in case the
thickness of the base part varies in the region where the package holder supports
the base part (typically a flange), or for any other reason, the base part may not
evenly rest on the package holder during the bonding process. This may result in
insufficient or non-uniform bonding of the cover film to the base part. Contact lens
packages comprising an insufficiently bonded cover film cannot be distributed to
customers and must be discarded, thus reducing the yield. Also, non-uniformly
bonded contact lens packages may have to be sorted out in case the peeling forces

required to peel off the cover film in order to get access to the contact lens are
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outside a predetermined range of peeling forces which are deemed convenient for a

user to open the package.

Increasing the mechanical pressure during the bonding process may generally
overcome the problem of insufficient bonding. However, increasing the mechanical
pressure may result in delamination of the cover film during peel-off of the cover film
or may result in a disadvantageous peel-off performance of the cover film, for
example in too high a peel-off force required to peel off the cover film in order to
open the contact lens package, so that the contact lens packages cannot be
distributed to customers. As each batch of cover film has an optimum bonding
temperature this may result in that some batches of cover film cannot be used in the

packaging of the contact lenses.

It is an object of the present invention to overcome or at least greatly reduce the

disadvantages of the prior art described above.

SUMMARY OF THE INVENTION

This object is achieved by a method and a package holder according to the invention
as they are specified in the independent claims. Advantageous aspects are the

subject of dependent claims.

According to the invention, the method for thermally bonding together a cover film of
an ophthalmic lens package, such as a contact lens package, in particular a soft
contact lens package, and a base part of the ophthalmic lens package, comprises
the steps of:

- providing a package holder supporting a base part comprising a depression
containing an ophthalmic lens, and a cover film arranged on the base part;

- mechanically pressing the cover film and the base part together along a bonding
area having a shape completely enclosing the depression while applying heat to
the bonding area, thereby thermally bonding together the cover film and the base
part along the bonding area.
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The step of providing the package holder supporting the base part includes
arranging a flexible support element on an upper surface of the package holder to
form a support area supporting the base part, the support area corresponding in
shape to and being arranged in alignment with the bonding area. The flexible support

element has a flexibility which is higher than the flexibility of the base part.

According to one aspect of the method according to the invention, the step of
mechanically pressing the cover film and the base part together along the bonding
area while applying heat to the bonding area includes

- providing a heatable contact plate having a contact surface corresponding in shape
to the bonding area and

- moving the package holder towards the heatable contact plate, or vice versa, until a
predetermined bonding force as well as heat are applied through the contact surface

to the bonding area.

According to a particular aspect of the method according to the invention, the
predetermined bonding force is less than 650N, in particular less than 500N, for
example 300N or less, and the temperature at the contact surface is selectable from
a temperature range of 190°C to 210°C. By way of example, the predetermined bon-

ding force may be in the range of 280N to 380N.

According to a further aspect of the method according to the invention, the base part
is made of one or more plastics, in particular of a polyolefin, for example

polypropylene.

According to a still further aspect of the method according to the invention, the
flexible support element is made of an elastic material having an elasticity which is
higher than the elasticity of the material the base part is made of.

Yet in accordance with another aspect of the method according to the invention, the
elastic material is silicone.
In accordance with a still further aspect of the method according to the invention, the

flexible support element is a ring.
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According to a further aspect of the method according to the invention, the ring
comprises a lower portion and an upper portion, the upper portion having a width
which is larger than the width of the lower portion. The upper portion has a

continuous top surface forming the support area.

According to a further aspect of the method according to the invention, the ring

comprises fixation pins formed at the lower portion of the ring.

According to a further aspect of the method according to the invention, the fixation

pins are arranged equally spaced along the lower portion of the ring.

According to a further aspect of the method according to the invention, the upper
surface of the package holder comprises a support structure having a support
structure upper surface corresponding in shape to the shape of the bonding area and
having a groove in the support structure upper surface, with the lower portion of the
ring being arranged in the groove and the upper portion of the ring protruding from

the support structure upper surface.

According to a further aspect of the method according to the invention, the groove
extends only essentially completely along the support structure upper surface so that
the groove has a first end and a second end to form a web between the first end and
the second end of the groove. The lower portion of the ring is arranged in the groove

and has a gap accommodating the web.

Another subject of the invention is a package holder for supporting a base part of an
ophthalmic lens package, such as a contact lens package, in particular a soft contact
lens package, and a cover film of the ophthalmic lens package arranged on the base
part. The package holder comprises an upper surface comprising a support structure
having a support structure upper surface with a groove therein. The package holder
further comprises a ring made of an elastic material having an elasticity which is
higher than the elasticity of the material of the base part to be supported. The ring

comprises an upper portion and a lower portion, with the lower portion of the ring
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being arranged in the groove in the support structure upper surface, and with the
upper portion of the ring protruding from the support structure upper surface. The
upper portion of the ring has a continuous top surface forming a support area to
support the base part of the ophthalmic lens package. The support structure of the
upper surface of the package holder is shaped to define a cavity for accommodating

a depression of the base part of the ophthalmic lens package.

Arranging a flexible, in particular elastic or soft, support element on the normally rigid
upper surface of the package holder, i.e. providing a flexible support for the base
part instead of a rigid support, results in a much more uniform pressure distribution
along the bonding area during thermal bonding of the cover film and the base part,
especially in case he base part does not evenly rest on the package holder or in
case the base part has varies in thickness along the bonding area. Accordingly, the
afore-mentioned measures greatly reduce or eliminate the risk of insufficient or

disadvantageous thermal bonding of the cover film and the base part.

In addition, the mechanical forces which must be applied to generate an adequate
mechanical pressure along the bonding area during thermal bonding may be
significantly reduced when compared to the prior art. This may lead to additional
advantages. For example, the quality of the thermal bonding may improve as the
reduced but more uniform pressure allows for a more uniform thermal bonding of the
cover film and the base part resulting in an improved peel-off performance. Improved
peel-off performance means that the cover film can be peeled off by a customer
more easily resulting in increased convenience for the customer. At lower bonding
temperatures, the thermal bonding area may become wider and more uniform when
compared to the prior art. At higher bonding temperatures, delamination of the cover

film during peel-off can be avoided more reliably.

The term "a support area corresponding in shape to and being arranged in alignment
with the bonding area" as used herein means that the support area has essentially
the same shape as the bonding area, and that the support area and the bonding
area are axially aligned. To have "essentially the same shape" means that the
support area has a width which can be smaller, of the same size or larger than the
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width of the bonding area, as long as a uniform pressure distribution can be
achieved along the bonding area during the thermal bonding process. A “uniform
pressure distribution” in this regard means that the pressure along the bonding area
does not vary more than about 20%, preferably less than 10%, and even more

preferably less than 5%.

The method according to the invention allows for the use of thinner cover films when
compared to the prior art. While it is possible to use cover films having a thickness of
up to 600 um, cover films typically used in this field have a thickness of more than
200 pm or are even as low as 150 ym. Such cover films can be reliably thermally
bonded which may lead to material and cost savings and/or to shorter time intervals
needed to accomplish the reliable thermal bonding of the cover film and the base

part.

In practice, not only the geometrical dimensions of the base parts, but also the
material of the base parts and the material(s) of the cover film may vary to some
extent. Therefore, each combination of a specific batch of base parts with a specific
batch of cover films has a range of optimum bonding temperatures that result in a
favorable peel-off performance and at the same time in a minimum number of
unacceptable thermal bonds or no unacceptable thermal bonds. Each change of a
batch of base parts or cover film or both may require an adjustment of the range of
optimum bonding temperatures to achieve favorable results. The wider the range of
optimum bonding temperatures is, the easier it is to combine different batches of
base parts with different batches of cover fiims. The method according to the
invention allows for reliably thermally bonding different batches of base parts and
different batches of cover films at an increased optimum bonding temperature range

when compared to the prior art.

The reduced mechanical forces that may be applied and the resulting reduced
mechanical pressures along the bonding area during thermal bonding may reduce
the wear of the packaging equipment involved. As a consequence, on one hand the
expense for maintenance can be reduced, and on the other hand the life-time of the

packaging equipment may increase. In addition, the reduced mechanical forces and
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the reduced mechanical pressure along the bonding area decrease the amount of

energy consumed in the bonding process.

The flexible element can either be pre-manufactured to already have a shape similar
to the shape of the bonding area or, in case the shape of the pre-manufactured
flexible element is different from the shape of the bonding area, the flexible element
can easily be formed to have the desired shape at the time the flexible element is

mounted to the package holder.

The material the flexible element may be made of can be any flexible, elastic or soft
material which is more compressible than the base part. The term "more
compressible" describes the property of the flexible element to be pressed together
to a larger extent, i.e. to be pressed together by a larger distance, upon application

of the same force or pressure, than the base part.

Another advantage is that the flexible support element can be fixedly mounted to the
package holder. In this context, "fixedly mounted" means that the flexible support
element is connected to the package holder in a manner such that it remains
arranged on the package holder even when the base part is removed from the
package holder after thermal bonding, or later in the packaging process.

A further advantage is that the flexible support element (for example the ring) can be
easily mounted to and removed from the package holder. For example, in the case
of the ring having a lower portion comprising fixation pins and an upper portion which
protrudes from the support structure upper surface, the lower portion can be reliably
mounted to the groove in the support structure upper surface while the upper portion
may provide for a sufficiently wide support area for the base part to rest on during
bonding.

Yet another advantage of the invention is that the flexible support element may be
embodied in a manner such that it is prevented from unintentionally move along the
groove as the web on the support structure upper surface and a corresponding gap
provided in the lower portion of the ring may prevent any such movements.
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BRIEF DESCRIPTION OF THE DRAWINGS

Further advantageous aspects may result from the following detailed description of

embodiment of the invention with the aid of the drawings, in which:

Fig. 1

Fig. 2

Fig. 3

Fig. 4

Fig. 5

Fig. 6

Fig. 7

Fig. 8

Fig. 9

shows a perspective view of an embodiment of a soft contact lens

package;

shows a perspective view of an embodiment of a package holder
according to the invention;

shows a bottom view of the flexible support element of the package holder
shown in Fig. 2;

shows a cross section along line IV-IV of the flexible support element

shown in Fig. 3;

shows detail V of Fig. 4 in an enlarged view;

shows a cross section along line VI — VI of the flexible support element

shown in Fig. 3;

shows a cross section along line VII — VIl of the flexible support element

shown in Fig. 3;

shows an arrangement of five base parts and a continuous strip of cover

film arranged thereon;

shows a heat-sealing station (bonding station) comprising a plurality of

tracks with a package holder being arranged on each of the tracks, and
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Fig. 10  shows a bottom view of a heatable contact plate of the heat-sealing
station of Fig. 9, the heatable contact plate having a contact surface

corresponding in shape to the bonding contour.

DETAILED DESCRIPTION OF EMBODIMENTS

Fig. 1 shows a perspective view of an embodiment of a soft contact lens package 1
(generally representing an ophthalmic lens package) which is of a blister package
type. The soft contact lens package 1 comprises a base part 2 and a cover film 3.
The base part 2 comprises a depression 4 which contains a soft contact lens 5
(generally representing an ophthalmic lens), which is immersed in a storage and/or
preservation liquid 6, for example saline. In the closed state the soft contact lens
package 1, the base part 2 and the cover film 3 are tightly bonded together along the
bonding area 7, so that neither liquid nor gases can escape from or enter into the
depression 4 where the contact lens 5 immersed in the liquid 6 is stored. The
bonding area 7 completely surrounds the depression 4. The bonding area 7 (similar
to the depression 4 in which the soft contact lens 5 is contained immersed in the
liquid 6) may have the shape of a dew drop. The bonding area 7 is located on a
portion of the flange 8 which extends outwardly from the depression 4 in a planar

manner, and is located directly adjacent to the depression 4.

Typically, the base part 2 is made of plastics, for example it is made from a polyolefin
such as polypropylene, and is manufactured through injection molding. Such a base
part 2 can be produced very reliably and is inexpensive to manufacture. In addition,
such a plastic base part 2 is suitable for thermal bonding without the need to add any
additional bonding material (glue, adhesive or the like) before thermally bonding the

cover film 3 and the base part 2.

The ophthalmic lens 5 is placed into the depression and the liquid 6 is dispensed into
the depression 4 before thermally bonding the base part 2 and the cover film 3
together. Generally, the liquid 6 can be dispensed in the depression 4 before or after
the ophthalmic lens 5 is placed into the depression 4, or can be dispensed

concurrently with placing the lens into the depression 4.
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The cover film 3 may comprise a plurality of layers, for example it may comprise
seven layers. The cover film 3 may have a thickness of 600 um or less, and typically
have a thickness of more than 200 um or are even as low as 150 um. They can be
produced using lamination techniques. That layer of the cover film 3 facing the base
part 2 may comprise one or more plastics suitable for thermally bonding together the
cover film 3 and the base part 2.

Fig. 2 shows a perspective exploded view of an embodiment of a package holder 9
according to the invention for supporting the base part 2 of the ophthalmic lens
package 1 with the cover film 3 being arranged thereon (the cover film 3 not being
shown in Fig. 2). The package holder 9 may be used for thermally bonding the cover
film 3 to the base part 2 but is not limited to being used for the bonding operation
only, but rather may be used in additional operations during the packaging process.
The package holder 9 has an upper surface 10 comprising a plurality of support
structures 11 (in the embodiment shown five such support structures 11 are shown)
each having a support structure upper surface 12. The shape of the support
structure upper surface 12 essentially corresponds to the shape of the bonding
area7. As a consequence, the support structure upper surface 12 completely
surrounds the depression 4 of the base part 2 in a shape which is similar to that of
the bonding area 7 (once the base part is placed on the package holder 9). The
support structure 11 defines a cavity 13 allowing for accommodation of the
depression 4 of the base part 2. The cavity 13 is sufficiently wide and deep so that
the depression 4 of base part 2 is neither supported by any portion of the support
structure 11 nor by any other portion of the upper surface 10 of the package holder

9, but rather the base part 2 is only supported in a portion of the flange 8.

A groove 14 is arranged in the support structure upper surface 12 to partly
accommodate and fixedly mount a flexible support element which is embodied as an
elastic ring 18, as will be explained in more detail below. The groove 14 does not
completely but only essentially completely extend along the support structure upper
surface 12 in the circumferential direction. As the groove 14 extends only essentially
completely along the support structure upper surface 12, the groove 14 has a first
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end 15 and a second end 16, with a web 17 being formed between the first end 15
and the second end 16. The elastic ring 18 has a corresponding gap 23 (see Fig. 3,

Fig. 4) for accommodating the web 17.

Fig. 3 - Fig. 7 show an embodiment of the elastic ring 18 already shown in Fig. 2.
The ring 18 comprises an upper portion 21 and a lower portion 20, with the width of
the lower portion 20 being smaller than the width of the upper portion 21.

As can be seen best from Fig. 4 showing a cross-sectional view of the elastic ring 18
along line IV-IV of Fig. 3, the upper portion 21 of the elastic ring 18 — when viewed in
circumferential direction - has a continuous flat top surface 19 forming a support area
for supporting the base part 2 (or to be more precise: for supporting a portion of the
flange 8 of the base part 2). The lower portion 20 of the elastic ring 18 comprises the
afore-mentioned gap 23 (see Fig. 3, Fig. 4, and Fig. 5) for accommodating the web
17 of the support structure upper surface 12, and further comprises a plurality of
fixation pins 22. These fixation pins 22 can be seen best in Fig. 4 and Fig. 6, with
Fig. 6 showing a cross-section of the ring (through a said fixation pin 22) along line
VI-VI of Fig. 3, while Fig. 7 shows a cross-section along line VII-VII (not through a
said fixation pin 22). It is evident that at the locations where the fixation pins 22 are
arranged, the lower portion 20 of the elastic ring 18 has an increased thickness when
compared to the rest of the lower portion 20 of the elastic ring 18 where no such
fixations pins 22 are arranged. As can be seen best in Fig. 4, the fixation pins 22 are
equidistantly spaced along the lower portion of the ring 18 in circumferential

direction.

To mount the elastic ring 18 to the upper support structure 11 of package holder 9,
the fixation pins 22 and the lower portion 20 are inserted into the groove 14 arranged
in the support structure upper surface 12. The width of the lower portion 20 of the
elastic ring 18 at locations where no fixation pins 22 are arranged may be slightly
smaller than the width of the groove 14 to allow for easy insertion of the lower portion
20 into the groove 14. At locations where the fixation pins 22 are arranged, the width
of the lower portion including the width of the fixation pins may be slightly larger than
the width of the groove 14 so that the fixation pins 22 must be pressed into the
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groove 14. Mounting the elastic ring 18 in the afore-described manner to the groove
14 arranged in the support structure upper surface 12 results in that the elastic ring
18 is fixedly mounted to the support structure 11 and, accordingly, to the package
holder 9. The width of the upper portion 21 of the elastic ring 18 is larger than the
width of the lower portion (even including the fixation pins 22) and extends across
the groove 14 and over the upper surface 12 of the sidewalls forming the boundary
of the groove 14, so that the lower surface of the upper portion 21 may rest on the
upper surface 12 of the sidewalls forming the boundary of the groove 14. It goes
without saying that the elastic ring 18 is mounted to the groove 14 in a manner such
that the gap 23 is arranged to accommodate the web 17 of the support structure
upper surface 12. After being mounted to the groove 12, the elastic ring 18 has a
shape (when looking from above or below) which is similar or identical to the shape

of the bonding area 7.

The thickness (height) of the upper portion 21 of the flexible support element 18 is
selected such that — taking into account the elasticity of the material the elastic ring
18 is made of, the geometry of the elastic ring 18, and the forces and pressures
applied during the bonding process - the upper portion 21 is always compressed only
partially, so that the portion of the flange 8 of the base part 2 resting on the flat top
surface 19 of the upper portion 21 of the elastic ring 18 always remains supported by
the upper portion 21 of the elastic ring 18 and is never directly supported by the

support structure upper surface 12.

The package holder 9 including the support structure 11 (however, excluding the
elastic ring 18) may be made of a rigid material, for example of a corrosion-resistant
metal such as a corrosion-resistant steel or aluminum. The elastic ring 18 can be

made of silicone for example.

For bonding the cover film 3 to the base part 2, for example five base parts 2 are
placed onto the corresponding five support structures 11 of the package holder 9,
with an elastic ring 18 being arranged in each of the grooves 14 of the respective
support structure upper surface 12, as this is shown in Fig. 2 for one base part and
one support structure 11. Thereafter, one soft contact lens 5 (see Fig. 1) is placed
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into each of the depressions 4 of the five base parts 2, and a predetermined amount
of storage and/or preservation solution (e.g. saline) is dispensed into each of the five
depressions 4. Next, a pre-cut continuous strip of cover film 3 is arranged on the
base parts 2 such that the strip of cover film 3 covers the five base parts 2, as this is
shown in Fig. 8 (the package holder not being shown). However, at that time the
strip of cover film 3 is not yet bonded to the base parts 2. This arrangement of base
parts 2 and strip of cover film 3 arranged on the package holder 9 is then forwarded
to a bonding station (e.g. a heat-sealing station).

In the heat-sealing station, a corresponding number of five sealing heads 30 are
arranged above the package holder 9 with the base parts 2 and the strip of cover film
3 arranged thereon, as this is shown in Fig. 9. In Fig. 9, while a plurality of tracks for
transporting package holders 9 is shown, only one sealing head 30 per track is
shown in Fig. 9 as the package holders 9 are transported in a direction perpendicular
to the plane of the paper. Each of the sealing heads 30 comprises a heatable contact
plate 31 having a contact surface 32 corresponding in shape to the bonding area 7,
as this can be seen best in Fig. 10, with the contact surface 32 facing towards the

strip of cover film 3 arranged on the base parts 2.

Returning to Fig. 9, for bonding the strip of cover film 3 to the base parts 2 (here:
heat-sealing) the package holder 9 carrying the base parts 2 with the strip of cover
film 3 arranged thereon is raised towards the heatable contact plates 31 arranged in
the five sealing heads 30, until each of the five base parts 2 are pressed with a
predetermined force or pressure against the contact surface 32 of the heatable
contact plate 31 of the respective sealing head 30 (see left half of Fig. 9) where the
package holders 9 of the various tracks are shown in the raised position. The contact
surface 32 of the respective heatable contact plate 31 and the flat top surface 19 of
the upper portion 21 of the respective elastic ring 18 (i.e. the support area for the
base part 2) are axially aligned and correspond in shape to one another and to the
bonding area 7. Thus, in case any of the base parts 2 does not evenly rest on the
respective flat top surface 19 of the upper portion 21 of the elastic ring 18, upon
being pressed against the contact surface 32 of the respective heating plate 31 due
to its elasticity the elastic ring 18 is compressed at those locations where the
pressure is higher than at other locations until the pressure is evenly distributed
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along the bonding area 7. The cover film 3 is thereby heat-sealed to each individual
base part 2 with a uniform pressure distribution along the bonding area 7, thus
resulting in a very uniform sealing of the cover film 3 to the respective individual base
part 2 along the respective bonding area 7. Thus, it is possible even with reduced
mechanical forces or reduced mechanical pressure to achieve an excellent bonding
of the cover film 3 to the base parts 2 on one hand while at the same time the peel-
off forces needed to peel off the bonded cover film 3 from the base part are in a
range where peeling-off of the cover film can be conveniently performed by the

customer.

If the pre-cut strip of cover film 3 is a continuous strip of cover film 3 as shown in
Fig. 8, the result is a continuous strip of five heat-sealed contact lens packages. Of
course, it is also possible to place an individual precut cover film 3 onto each

individual base part 2 to obtain individually heat-sealed contact lens packages.

Embodiments of the invention have been described with the aid of the drawings.
However, it is evident that various changes, modifications, and alternatives are
conceivable without departing from the teaching underlying the invention. Therefore,
the invention is not intended to be limited to the described embodiments but rather is

defined by the scope of the appended claims.
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CLAIMS

1. Method for thermally bonding together a cover film (3) of an ophthalmic lens
package (1), such as a contact lens package, in particular a soft contact lens
package, and a base part (2) of the ophthalmic lens package (1), the method
comprising the steps of
- providing a package holder (9) supporting a base part (2) comprising a

depression (4) containing an ophthalmic lens (5), and a cover film (3) arranged
on the base part (2);

- mechanically pressing the cover film (3) and the base part (2) together along a
bonding area (7) having a shape completely enclosing the depression (4) while
applying heat to the bonding area (7), thereby thermally bonding together the
cover film (3) and the base part (2) along the bonding area (7);

characterized in that the step of providing the package holder (9) supporting the

base part (2) includes arranging a flexible support element (18) on an upper

surface (10) of the package holder (9) to form a support area (19) supporting the
base part (2), the support area (19) corresponding in shape to and being arranged

in alignment with the bonding area (7),

wherein the flexible support element (18) has a flexibility which is higher than the

flexibility of the base part (2),

wherein the flexible support element (18) is a ring (18),

wherein the ring (18) comprises a lower portion (20) and an upper portion (21), the

upper portion (21) having a width which is larger than the width of the lower portion

(20), and wherein the upper portion (21) has a continuous top surface forming the

support area (19),

wherein the ring (18) comprises fixation pins (22) formed at the lower portion (20)

of the ring (18),

wherein the upper surface (10) of the package holder (9) comprises a support

structure (11) having a support structure upper surface (12) corresponding in

shape to the shape of the bonding area (7) and having a groove (14) in the support
structure upper surface (12), with the lower portion (20) of the ring (18) being

arranged in the groove (14) and with the upper portion (21) of the ring (18)

protruding from the support structure upper surface (12),
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and wherein the groove (14) extends only essentially completely along the support
structure upper surface (12) so that the groove (14) has a first end (15) and a
second end (16) to form a web (17) between the first end (15) and the second end
(16) of the groove (14), and wherein the lower portion (20) of the ring (18) arranged
in the groove (12) has a gap (23) accommodating the web (17).

. Method according to claim 1, wherein the step of mechanically pressing the cover

film (3) and the base part (2) together along the bonding area (7) while applying

heat to the bonding area (7) includes

- providing a heatable contact plate (31) having a contact surface (32)
corresponding in shape to the bonding area (7) and

- moving the package holder (9) towards the heatable contact plate (31), or vice
versa, until a predetermined bonding force as well as heat are applied through

the contact surface to the bonding area (7).

. Method according to claim 2, wherein the predetermined bonding force is less than
650N, in particular less than 500N, for example 300N or less, and wherein the
temperature at the contact surface is selectable from a temperature range of 190°C
to 210°C.

. Method according to anyone of the preceding claims, wherein the base part (2) is

made of plastics, in particular of a polyolefin, for example polypropylene.

. Method according to anyone of the preceding claims, wherein the flexible support
element (18) is made of an elastic material having an elasticity which is higher than

the elasticity of the material the base part (2) is made of.
. Method according to claim 5, wherein the elastic material is silicone.

. Method according to any one of the preceding claims, wherein the fixation pins (22)

are arranged equally spaced along the lower portion (20) of the ring (18).
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8. Package holder (9) for supporting a base part (2) of an ophthalmic lens
package (1), such as a contact lens package, in particular a soft contact lens
package, and a cover film (3) of the ophthalmic lens package (1) arranged on the
base part (2), the package holder (9) comprising:

- an upper surface (10) comprising a support structure (11) having a support
structure upper surface (12) with a groove (14) therein;
characterized in that the package holder further comprises
- aring (18) made of an elastic material having an elasticity which is higher than
the elasticity of the material of the base part (2) to be supported,
the ring (18) comprising an upper portion (21) and a lower portion (20), with the
lower portion (20) of the ring (18) being arranged in the groove (14) in the support
structure upper surface (12), and with the upper portion (21) of the ring (18)
protruding from the support structure upper surface (12), the upper portion (21) of
the ring (18) having a width which is larger than the width of the lower portion (20)
and further having a continuous top surface forming a support area (19) to support
the base part (2) of the ophthalmic lens package (9), and
wherein the support structure (11) of the upper surface (10) of the package holder
(9) is shaped to define a cavity (13) for accommodating a depression (4) of the
base part (2) of the ophthalmic lens package (1),
wherein the ring (18) comprises fixation pins (22) formed at the lower portion (20)
of the ring (18),
wherein the groove (14) extends only essentially completely along the support
structure upper surface (12) so that the groove (14) has a first end (15) and a
second end (16) to form a web (17) between the first end (15) and the second end
(16) of the groove (14), and wherein the lower portion (20) of the ring (18) arranged
in the groove (12) has a gap (23) accommodating the web (17).
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