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1  EPO 

Description 

The  invention  concerns  to  a  method  of  connect- 
ing  a  gripping  device  to  a  sheet  a  web-formed  packing 
laminate. 

Single-use  disposable  liquid  packages  are  man- 
ufactured  of  flexible  laminated  packaging  material 
and  are  used  for  a  plurality  of  various  products,  for 
example  milk  and  juice.  Normally,  the  packaging  lami- 
nate  essentially  comprises  a  central  carrier  layer  of 
fibrous  material,  for  example  paper,  which  is  coated 
on  either  face  with  liquid-tight  layers  of  thermoplastic, 
primarily  polyethylene.  When  the  package  is  intended 
for  filling  with  previously  sterilized  contents,  for 
example  UHT  treated  milk,  the  packaging  material 
normally  also  includes  a  barrier  layer  of,  for  example, 
aluminium  foil,  which  is  disposed  at  the  surface  of  the 
packaging  material  facing  the  interior  of  the  package 
and  is  covered  with  an  additional  layer  of  thermoplas- 
tic  material,  preferably  polyethylene. 

Packages  which  have  been  formed  by  folding  and 
heat-sealing  of  the  laminate  often  include  some  form 
of  prepared  opening  arrangement,  for  example  a  line 
of  weakness  which  defines  a  tear-off  portion  of  the 
wall  of  the  package.  To  facilitate  tear-off,  the  tearable 
wall  portion  is  often  provided  with  a  projecting  gripping 
device  by  means  of  which  the  consumer  may  open  the 
package,  see  e.g.  GB-A-1  149  549.  The  package  may 
also  be  provided  with  handles  or  other  exteriorly 
applied  plastic  details. 

In  the  manufacture  of  packages  of  the  aseptic 
type,  i.e.  packages  which  are  intended  for  filling  with 
previously  sterilized  contents,  it  is  of  crucial  import- 
ance  that  the  package  be  not  only  liquid-tight,  but  also 
gas-tight.  Since  the  packaging  material  is  normally 
sterilized  in  that  it  is  caused  to  pass  through  a  bath  of 
liquid  chemical  sterilization  agent,  it  is  moreover 
important  that  the  packaging  material  is  not  provided 
with  any  loose  or  projecting  details,  since  such  details 
-  like  areas  of  untightness  -  not  only  entrain  a  concen- 
trated,  large  volume  of  sterilization  agent  out  of  the 
bath,  but  also  impede  the  removal  of  the  sterilization 
agent  using  conventional  means  such  as  squeezer 
rollers  and  so-called  air  knives,  in  other  words  hot  air 
curtains.  Prefabricated  details  applicable  to  the  out- 
side  of  the  packaging  laminate  such  as  gripping 
devices  and  handles  cannot,  therefore,  normally  be 
employed  in  packages  of  the  above-mentioned  type. 

One  object  of  the  present  invention  is,  therefore, 
to  realise  a  method  by  means  of  which  packages 
which  have  been  manufactured  from  web  or  sheet-for- 
med  packaging  laminate  may  be  provided  with  exter- 
nal  details  such  as  gripping  devices  and  handles, 
even  when  the  packages  are  of  the  aseptic  type  and 
are  intended  for  sterile  contents. 

A  further  object  of  the  present  invention  is  to  real- 
ise  a  reliable  and  purposeful  anchorage  method  for 
prefabricated  plastic  details  which  are  to  be  access- 
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ible  from  the  outside  of  the  package. 
Yet  a  further  object  of  the  present  invention  is  to 

realise  an  anchorage  method  which  ensures  reliable 
retention  and  which  is  completely  bacteria-tight  and 

5  well-suited  for  use  in  conjunction  with  packaging  lami- 
nates  of  the  type  which,  in  a  perse  known  manner,  is 
sterilized  by  contact  with  liquiform  sterilization  agents. 

These  and  other  objects  have  been  attained 
according  to  the  present  invention  in  that  a  method  of 

10  connecting  a  gripping  device  to  a  sheet  or  web-formed 
packaging  laminate  is  characterised  in  that  the  pack- 
aging  laminate  is  provided  with  a  hole  or  recess  which 
extends  but  partly  through  the  packaging  laminate, 
whereafter  an  injection  moulding  tool  is  brought  into 

15  abutment  against  the  laminate  such  that  the  hole  is 
surrounded  and,  on  subsequent  injection  moulding, 
filled  with  molten  plastic  material  under  high  pressure, 
the  plastic  material  partially  penetrating  into  a  delami- 
nated  portion  of  the  laminate  in  the  region  about  the 

20  hole. 
Preferred  embodiments  of  the  method  according 

to  the  present  invention  have  further  been  given  the 
characterising  features  as  disclosed  in  the  appended 
subclaims. 

25  The  method  of  creating,  by  injection  moulding  in 
a  non-penetrative  hole  or  recess  in  the  packaging 
laminate,  a  firmly  secured  anchorage  device  in  the 
laminate  for  subsequent  anchorage  of  a  gripping 
device  not  only  makes  possible  unimpeded  handling 

30  of  the  packaging  laminate  during  subsequent  sterili- 
zation  and  processing  operations,  but  also  affords 
dependable  anchorage  possibilities  for  a  prefabri- 
cated  gripping  device  subsequently  hot-sealed  to  the 
anchorage  device. 

35  One  preferred  embodiment  of  the  method  accord- 
ing  to  the  present  invention  will  now  be  described  in 
greater  detail  with  particular  reference  to  the  accom- 
panying  schematic  Drawing  which  solely  illustrates 
the  details  indispensible  for  comprehending  the 

40  invention. 
In  the  accompanying  Drawing: 
Fig.  1  is  a  cross-section  through  a  per  se  known 
packaging  laminate  in  which  the  method  accord- 
ing  to  the  present  invention  may  be  utilised; 

45  Fig.  2  shows  the  packaging  laminate  of  Fig.  1 
prepared  for  reducing  the  method  according  to 
the  present  invention  into  practice; 
Fig.  3  shows  the  packaging  laminate  of  Fig.  2 
under  the  formation  of  an  anchorage  device  in 

so  accordance  with  the  method  according  to  the  pre- 
sent  invention; 
Fig.  4  is  a  perspective  view  of  a  portion  of  the 
packaging  laminate  of  Fig.  3  after  application  of 
the  anchorage  device;  and 

55  Fig.  5  is  a  perspective  view  of  a  portion  of  a  pack- 
aging  laminate  which  has  been  provided  with  a 
handle  employing  the  method  according  to  the 
present  invention. 

2 
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Referring  to  the  Drawing,  the  packaging  laminate 
illustrated  in  Fig.  1  is  of  conventional  type  and  essen- 
tially  comprises  a  central  carrier  layer  1  of  fibrous  ma- 
terial,  for  example  paper,  which  is  coated,  on  either 
face,  with  liquid-tight  layers  2  and  3  of  thermoplastic 
material,  for  example  polyethylene.  Since  particularly 
stringent  demands  are  placed  on  the  gas-tightness  of 
the  packaging  laminate  -  as  is  the  case  in,  for 
example,  aseptic  packages  intended  for  previously 
sterilized  contents,  the  packaging  laminate  also 
includes  a  barrier  layer  4  of  a  material  of  high  gas- 
tightness,  for  example  aluminium  foil.  The  barrier 
layer  4  is  placed  at  that  side  of  the  packaging  laminate 
which  forms  the  inside  of  the  package  proper  and  is, 
therefore,  covered  by  an  additional  layer  5  of  liquid- 
tight  thermoplastic  material,  preferably  polyethylene. 

When  the  method  according  to  the  present  inven- 
tion  is  to  be  employed  in  conjunction  with  a  packaging 
laminate  of,  for  example,  the  type  illustrated  in  Fig.  1  , 
the  packaging  laminate  is  provided  with  a  non-penet- 
rative  hole  or  recess  6  which  extends  through  both  the 
carrier  layer  1  and  the  external  thermoplastic  layer  2 
which,  after  reforming  of  the  packaging  laminate  into 
the  package  proper,  is  located  on  the  outside  thereof. 
The  hole  6,  which  is  substantially  circular  and  is  of  a 
diameter  of  the  order  of  magnitude  of  between  3  and 
10mm,  is  suitably  produced  by  punching  of  the  pack- 
aging  laminate  during  its  manufacture,  i.e.  when  the 
carrier  layer  1  has  been  provided  with  a  first  layer  2 
of  thermoplastic  material,  but  before  the  additional 
layers  3,  4  and  5  have  been  applied.  The  hole  6  may 
possibly  be  prepared  for  subsequent  working  oper- 
ations  in  that  the  region  of  the  thermoplastic  layer  3 
adjacent  the  hole  6  is  heated,  for  example  using  hot 
air,  and  is  caused  to  delaminate  and  separate  some- 
what  from  the  adjacent  surface  of  the  carrier  layer  1  , 
as  is  illustrated  to  the  right  in  Fig.  2.  This  operation 
may  be  executed  in  that  the  relevant  portion  of  the 
packaging  laminate  is  placed  between  two  tools,  of 
which  the  one  is  provided  with  a  duct  for  hot  air  which 
is  led  into  the  hole  6,  and  the  other  is  provided  with  a 
suitably  shaped  recess  in  which  the  layers  3,  4  and  5 
may,  after  heating  and  delamination,  be  depressed. 
There  will  hereby  be  created  a  space  between  the 
thermoplastic  layer  3  and  adjacent  portions  of  the  car- 
rier  layer  1  ,  which,  in  the  subsequent  injection  mould- 
ing,  may  afford  improved  anchorage  or  adhesion,  as 
will  be  explained  in  greater  hereinbelow. 

Fig.  3  shows  how  the  thus  prepared  packaging 
laminate  is  provided  with  an  anchorage  device  7  of 
thermoplastic  material  in  that  the  portion  provided 
with  the  hole  6  is  placed  and  fixedly  clamped  between 
two  halves  8  and  9  of  an  injection  moulding  tool.  The 
upper  half  8  of  the  injection  moulding  tool,  which  abuts 
against  the  upper  face  of  the  laminate  and  surrounds 
the  hole  or  recess  6,  includes  a  channel  10forthe  sup- 
ply  of  thermoplastic  material,  for  example 
polyethylene.  In  a  conventional  manner,  the  channel 

10  is  connected  to  an  injection  moulding  unit  which 
may  be  of  per  se  known  type  and  will  not,  therefore, 
be  described  in-depth  in  this  context.  The  opposing 
mould  half  9  of  the  injection  moulding  tool  is  placed  in 

5  abutment  against  the  opposing  face  of  the  packaging 
laminate  and  displays  a  shallow  depression  11  in 
which  the  lower  thermoplastic  layer  of  the  packaging 
laminate  and  barrier  material  3,  4  and  5  may  be  down- 
wardly  urged  when  the  hole  6  is  filled  with  thermop- 

10  lastic  material  via  the  channel  10.  On  the  injection  of 
the  thermoplastic  material  into  the  hole  6,  the  material 
is  at  such  a  temperature  that  it  is  bonded  and  partly 
united  with  both  of  the  thermoplastic  layers  2  and  3  of 
the  packaging  laminate,  at  the  same  time  as  it  pene- 

15  trates  into  and  causes  a  delamination  between  the 
fibrous  material  layer  and  the  thermoplastic  layer  3  (or 
alternatively  in  the  space  already  prepared  as  a  result 
of  the  previously  mentioned  delamination)  in  the  reg- 
ion  around  the  bottom  of  the  hole  6.  By  selection  of 

20  suitable  thermoplastic  quality,  temperature  and  press- 
ure,  there  will  thus  be  created  a  permanent,  liquid- 
tight  connection  between  the  anchorage  device  7 
formed  by  both  halves  8  and  9  of  the  injection  mould- 
ing  tool  and  the  thermoplastic  layers  2  and  3  of  the 

25  packaging  laminate.  When  the  moulding  tool  is  re- 
opened  and  both  of  the  mould  halves  8  and  9  are 
separated  from  one  another,  the  packaging  laminate 
will  thus  display  on  its  one  surface  (the  upper  surface 
in  Fig.  3)  a  possibly  somewhat  projecting  upper  por- 

30  tion  of  the  anchorage  device  7  and,  on  its  opposing 
surface,  a  gentle  bulge  which  has  a  form  correspond- 
ing  to  the  depression  11  and  consists  of  both  of  the 
lower  layers  4  and  5  of  the  original  packaging  laminate 
-  barrier  material  and  thermoplastic,  respectively.  The 

35  important  layer  4  of  barrier  material  has,  thus,  not 
been  penetrated  but  kept  fully  intact,  which  ensures 
that  its  gas-tightness  is  at  an  unchanged  high  level,  a 
basic  prerequisite  to  enable  the  material  to  be  used 
for,  for  instance,  aseptic  packages. 

40  When  the  packaging  laminate  has  been  provided 
with  anchorage  devices  in  accordance  with  the 
method  according  to  the  present  invention,  it  is  ready 
for  the  sterilization  which  must  take  place  prior  to 
reforming  of  the  packaging  laminate  into  individual 

45  packages  filled  with  sterile  contents.  Sterilization  of 
the  packaging  laminate  is  effected  in  a  conventional 
manner,  for  example  utilising  a  liquiform  chemical 
sterilization  agent  such  as  hydrogen  peroxide.  The 
packaging  laminate  which  is  in  sheet  or  web  form  is 

so  moistened  with  sterilization  agent,  for  example  by 
being  led  down  into  a  bath  of  sterilization  agent  or 
being  exposed  to  spraying,  vapourisation  or  the  like. 
In  such  instance,  the  sterilization  agent  will  cover  at 
least  the  one  surface  of  the  packaging  laminate,  sub- 

55  sequently  the  surface  facing  the  interior  of  the  pack- 
age  proper,  but  may  -  because  of  the  liquid-tight 
sealing  of  the  anchorage  device  7  -  not  penetrate  into 
the  material  and  be  absorbed  in,  for  example  the  car- 
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rier  layer  1  consisting  of  fibrous  material. 
Since  the  anchorage  device  7  intimately  follows 

the  surface  of  the  packaging  laminate  and  does  not 
form  pockets  or  other  traps,  only  the  requisite  amount 
of  sterilization  agent  will  accompany  the  packaging 
laminate,  for  which  reason  removal  of  the  sterilization 
agent  after  the  desired  sterilization  time  may  be  effec- 
ted  without  hindrance  using  conventional  methods 
such  as  squeezer  rollers  or  hot  air  curtains,  so-called 
air  knives.  Nor  does  the  configuration  of  the  anchor- 
age  device  7  prevent  further  processing,  for  example 
folding  and  sealing,  of  the  packaging  laminate,  but 
this  may  instead  be  undertaken  in  a  conventional 
manner  and  using  known  types  of  packaging 
machines. 

When  the  packaging  laminate  has  thus  been 
reformed  in  a  conventional  manner  into  a  wholly  or 
partly  finished  package  or  carton,  the  anchorage 
device  7  may  be  utilised  for  the  application  of  various 
prefabricated  details  such  as  gripping  devices  12  in 
the  form  of  a  pull-ring  or  a  handle.  The  prefabricated 
gripping  device  12  consists,  in  this  instance,  prefer- 
ably  of  the  same  type  of  plastic  material  as  was 
employed  in  the  manufacture  of  the  anchorage  device 
7,  this  ensuring  that  a  simple  sealing,  with  the  aid  of 
heat  and  pressure,  may  be  effected  and  provide  dur- 
able  mechanical  strength.  As  has  been  previously 
mentioned,  the  gripping  device  may  consist  of  a  pull- 
ring  which  is  to  be  employed  when  the  package  is  to 
be  opened,  for  example  in  that  a  portion  of  the  wall  of 
the  package  provided  with  a  tear  line  or  line  of 
weakening  is  removed. 

The  method  according  to  the  present  invention 
may  also  be  employed,  after  the  reforming  of  a  sheet 
or  web-formed  packaging  laminate  into  wholly  or 
partly  finished  packages,  to  apply  a  gripping  device  12 
in  the  form  of  a  handle  direct  to  the  outside  of  the  pack- 
age  in  that  the  anchorage  device  7  and  the  handle  are 
integral  and  are  injection-moulded  simultaneously 
using  suitably  designed  injection  moulding  tools.  In 
such  instance,  there  will  be  obtained  an  extremely 
reliable  anchorage  of  the  handle  in  the  packaging 
laminate,  at  the  same  time  as  the  unbroken  inner 
layers  4  and  5  of  the  packaging  laminate  ensure 
superior  tightness  against  both  gas  and  liquid. 

Hence,  the  method  according  to  the  present 
invention  makes  it  possible,  in  particular  in  aseptic 
packages,  to  ensure  a  reliable  gas  and  liquid-tight 
anchorage  of  external  details  such  as  gripping 
devices  of  different  designs.  The  method  is  well-adap- 
ted  to  state-of-the-art  production  methods  for  pack- 
ages  and  may,  therefore,  be  utilised  without  any 
appreciable  modifications  in  conjunction  with  those 
types  of  packaging  machines  which  are  currently  in 
use. 

Claims 

1.  A  method  of  connecting  a  gripping  device  to  a 
sheet  or  web-formed  packaging  laminate,  character- 

5  ised  in  that  the  packaging  laminate  is  provided  with 
a  hole  or  recess  (6)  which  extends  but  partly  through 
the  packaging  laminate,  whereafter  an  injection 
moulding  tool  (8,  9)  is  brought  into  abutment  against 
the  laminate  such  that  the  hole  (6)  is  surrounded  and, 

10  on  subsequent  injection  moulding,  filled  with  molten 
plastic  material  under  high  pressure,  the  plastic  ma- 
terial  partially  penetrating  into  a  delaminated  portion 
of  the  laminate  in  the  region  about  the  hole  (6). 

2.  The  method  as  claimed  in  Claim  1,  character- 
is  ised  in  that  the  packaging  laminate  is,  in  the  region 

about  the  hole  (6),  heated  prior  to  the  injection  mould- 
ing  until  such  time  as  an  included  layer  (3)  of  thermop- 
lastic  delaminates  from  adjacent  material  layers. 

3.  The  method  as  claimed  in  Claim  1  or  2,  charac- 
20  terised  in  that  the  injection  moulded  plastic  material 

anchored  in  the  hole  forms  an  anchorage  device  (7) 
which  is  utilised  for  the  securing  of  the  gripping  device 
(12)  to  the  outside  of  the  packaging  laminate. 

4.  The  method  as  claimed  in  Claim  2  or  3,  charac- 
25  terised  in  that  the  packaging  laminate  is,  after  appli- 

cation  of  the  anchorage  device  (7),  subjected  to 
processing,  whereafter  the  anchorage  device  is  con- 
nected  to  a  gripping  device  (12). 

5.  The  method  as  claimed  in  Claim  4,  character- 
30  ised  in  that  such  processing  includes  a  reforming  of 

the  packaging  laminate  into  a  wholly  or  partly  finished 
package. 

6.  The  method  as  claimed  in  Claim  1  or  2,  charac- 
terised  in  that  the  injection  moulded  plastic  material 

35  anchored  in  the  hole  (6)  constitutes  a  part  of  a  simul- 
taneously  injection  moulded  gripping  device. 

7.  The  method  as  claimed  in  Claim  6,  character- 
ised  in  that  the  gripping  device  is  in  the  form  of  a  han- 
dle  for  a  package  formed  by  reforming  of  the 

40  packaging  laminate. 

Patentanspriiche 

45  1.  Verfahren  zum  Verbinden  einer  Greifvorrich- 
tung  mit  einem  Schichtpackstoff  aus  einem  Flachen- 
korper  oder  einer  Bahn,  dadurch  gekennzeichnet, 
dali  der  Schichtpackstoff  mit  einer  Offnung  oder  Aus- 
nehmung  (6)  versehen  wird,  die  nur  teilweise  durch 

so  den  Schichtpackstoff  verlauft,  wonach  ein  Spritzwerk- 
zeug  (8,  9)  in  Anlage  an  dem  Schichtstoff  gebracht 
wird,  so  dali  die  Offnung  (6)  umschlossen  und  beim 
anschlielienden  Spritzgielien  mit  Kunststoffschmelze 
unter  hohem  Druck  gefullt  wird,  wobei  der  Kunststoff 

55  teilweise  in  einen  delaminierten  Teil  des  Schichtstoffs 
im  Bereich  urn  die  Offnung  (6)  herum  eindringt. 

2.  Verfahren  nach  Anspruch  1  ,  dadurch  gekenn- 
zeichnet,  dali  der  Schichtpackstoff  im  Bereich  urn  die 

4 
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Offnung  (6)  herum  vor  dem  Spritzgielien  bis  zu  dem 
Zeitpunkt  erwarmt  wird,  zu  dem  sich  eine  darin  vorge- 
sehene  Schicht  (3)  von  Thermoplast  von  angrenzen- 
den  Materialschichten  ablost. 

3.  Verfahren  nach  Anspruch  1  oder  2,  dadurch 
gekennzeichnet,  dali  das  in  der  Offnung  verankerte 
spritzgegossene  Kunststoffmaterial  eine  Veranke- 
rungseinrichtung  (7)  bildet,  die  zum  Befestigen  der 
Greifvorrichtung  (12)  an  der  Aulienseite  des  Schicht- 
packstoffs  genutzt  wird. 

4.  Verfahren  nach  Anspruch  2  oder  3,  dadurch 
gekennzeichnet,  dali  der  Schichtpackstoff  nach  dem 
Anbringen  der  Verankerungseinrichtung  (7)  einer  Ver- 
arbeitung  unterzogen  wird,  wonach  die  Veranke- 
rungseinrichtung  mit  einer  Greifvorrichtung  (12) 
verbunden  wird. 

5.  Verfahren  nach  Anspruch  4,  dadurch  gekenn- 
zeichnet,  dali  die  genannte  Verarbeitung  ein  Umfor- 
men  des  Schichtpackstoffs  zu  einer  vollstandig  oder 
teilweise  fertigen  Packung  aufweist. 

6.  Verfahren  nach  Anspruch  1  oder  2,  dadurch 
gekennzeichnet,  dali  das  in  der  Offnung  (6)  ver- 
ankerte  spritzgegossene  Kunststoffmaterial  einen 
Teil  einer  gleichzeitig  spritzgegossenen  Greifvorrich- 
tung  bildet. 

7.  Verfahren  nach  Anspruch  6,  dadurch  gekenn- 
zeichnet,  dali  die  Greifvorrichtung  in  Form  eines 
Handgriffs  fur  eine  durch  Umformen  des  Schichtpack- 
stoffs  geformte  Packung  vorgesehen  ist. 

Revendications 

1.  Procede  de  jonction  d'un  dispositif  de  prise  a 
un  stratifie  d'emballage  en  forme  de  feuille  ou  de 
bande,  caracterise  en  ce  que  le  stratifie  d'emballage 
est  pourvu  d'un  trou  ou  evidement  (6)  qui  traverse 
seulement  partiellement  le  stratifie  d'emballage, 
apres  quoi  un  outil  de  moulage  a  injection  (8,9)  est 
amene  en  butee  contre  le  stratifie  de  sorte  que  le  trou 
(6)  est  entoure  et,  lors  du  moulage  a  injection  subse- 
quent,  rempli  avec  une  matiere  plastique  fondue  sous 
forte  pression,  la  matiere  plastique  penetrant  partiel- 
lement  dans  une  partie  delaminee  du  stratifie,  dans  la 
region  voisine  du  trou  (6). 

2.  Procede  suivant  la  revendication  1,  caracte- 
rise  en  ce  que  le  stratifie  d'emballage,  dans  la  region 
voisine  du  trou  (6),  est  chauffe  avant  le  moulage  a 
injection  jusqu'au  moment  ou  une  couche  interne  (3) 
de  matiere  thermoplastique  se  decolle  des  couches 
de  matiere  adjacentes. 

3.  Procede  suivant  la  revendication  1  ou  2,  carac- 
terise  en  ce  que  la  matiere  plastique  moulee  par 
injection,  ancree  dans  le  trou,  forme  un  dispositif 
d'ancrage  (7)  qui  est  utilise  pour  fixer  le  dispositif  de 
prise  (12)  a  I'exterieur  du  stratifie  d'emballage. 

4.  Procede  suivant  la  revendication  2  ou  3,  carac- 
terise  en  ce  que  le  stratifie  d'emballage,  apres  appli- 

cation  du  dispositif  d'ancrage  (7),  estsoumis  a  un  trai- 
tement,  apres  quoi  le  dispositif  d'ancrage  est  relie  a 
un  dispositif  de  prise  (12). 

5.  Procede  suivant  la  revendication  4,  caracte- 
5  rise  en  ce  qu'un  tel  traitement  comprend  une  trans- 

formation  du  stratifie  d'emballage  en  un  emballage 
entierement  ou  partiellement  fini. 

6.  Procede  suivant  la  revendication  1  ou  2,  carac- 
terise  en  ce  que  la  matiere  plastique  moulee  par 

10  injection,  ancree  dans  le  trou  (6),  constitue  une  partie 
du  dispositif  de  prise  simultanement  moule  par  injec- 
tion. 

7.  Procede  suivant  la  revendication  6,  caracte- 
rise  en  ce  que  le  dispositif  de  prise  est  sous  la  forme 

15  d'une  poignee  pour  un  emballage  obtenu  partransfor- 
mation  du  stratifie  d'emballage. 
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