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(54) CARTRIDGE, DISPENSING ASSEMBLY AND METHOD OF MANUFACTURING A CARTRIDGE

(57) The invention relates to a cartridge for a medium to be dispensed comprising a rigid head part (6) having a
dispensing outlet (12) and a flexible film forming a cartridge wall (5). The film bounds a cartridge chamber (2) for the
medium to be dispensed and extends at least partially in a longitudinal direction of the cartridge. The head part comprises
a collar (17) surrounding the dispensing outlet in a radially outer region of the head part, wherein the collar extends in
the longitudinal direction and has an inner circumferential surface. A front end of the film is sealingly and non-releasably
connected to the inner circumferential surface of the collar. The invention is characterized by the attachment of the film
to the inner circumferential surface of the head part at a contact surface that is different from the outer surface of the
film. The invention further relates to a dispensing assembly and to a method of manufacturing such a cartridge.
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Description

[0001] The present invention relates to a cartridge for
a medium to be dispensed comprising a rigid head part
having a dispensing outlet and a flexible film forming a
cartridge wall, with the film bounding a cartridge chamber
for the medium to be dispensed, extending at least par-
tially in a longitudinal direction of the cartridge and having
a front end that is connected to the head part. The inven-
tion further relates to a dispensing assembly and to a
method of manufacturing a cartridge.
[0002] In the industrial sector, in the construction in-
dustry, for example of buildings, and in the dental sector,
cartridges are frequently used to store liquid flowable,
frequently pasty or viscous to highly viscous substances
and to dispense them for the respective application as
required. Examples for such substances are joint sealing
compounds, compounds for chemical dowels or chemi-
cal anchors, adhesives, pastes or impression materials
in the dental sector. These cartridges are usually pro-
duced from plastic and are manufactured in an injection
molding process.
[0003] A distinction is made between single-compo-
nent systems in which the material to be dispensed is
only made of one component and two-component or mul-
ticomponent systems in which at least two different com-
ponents are stored in separate chambers of the same
cartridge or in separate cartridges, wherein the compo-
nents are intimately mixed on dispensing by means of a
dynamic or static mixing apparatus. Examples for this
are two-component adhesives or chemical dowels which
only harden after the mixing of the two components. Two-
component systems are in particular also used in the
industrial sector for paints which are often used to gen-
erate functional protective layers such as for corrosion
protection.
[0004] For reasons of environmental protection, film
cartridges are increasingly being used. In contrast to reg-
ular cartridges which are completely produced from plas-
tic in an injection molding process, at least parts of film
cartridges are designed as a flexible film. Usually the
cartridge wall bounding the cartridge chamber is made
of a film which is connected to a head part made of rigid
material, e.g. plastic, comprising the dispensing outlet.
This has several advantages. On the one hand, the un-
filled film cartridges can be stored and transported in a
collapsed state from the cartridge manufacturers to the
manufacturers of the filling materials (media) who then
take care of the filling of the empty cartridges. Only after
being filled the film cartridge is in its expanded state which
is comparable in size to a regular non-collapsible car-
tridge. This means that the necessary space for storage
and for transportation can be reduced, since the col-
lapsed cartridges have a reduced size in comparison to
regular non-collapsible cartridges.
[0005] On the other hand, once the cartridges have
been used, i.e. reduced to the collapsed state by dis-
pensing the filling material, the cartridges are significantly

reduced in size and weight in comparison to regular car-
tridges so that the cost of disposal is also reduced. In
any case the carbon footprint associated with the film
cartridges is reduced in comparison to plastic cartridges
that are completely formed in an injection molding proc-
ess.
[0006] During the manufacture of a film cartridge with
an injection molded head, one has to sealingly attach a
film to the rigid head part. For this, a required length or
size of the film has to be cut from a larger film piece or
film roll. If this cut or trimmed film is attached to the head
part, a cutting area of the film where the film was cut
could pose a problem: as a result of the cut, individual
fiber-like or hair-like film parts of the film could become
loose or detached from the main surface of the film in the
cutting area of the film. The connection of the head part
with a section of the film which includes such a cutting
area could thus lead to a leak or faulty attachment in the
region of the parts of the film comprising such a cutting
area.
[0007] For this reason, it is an object of the invention
to create a cartridge with an as low as possibly carbon
footprint, with the cartridge avoiding the presence of
leaks and/or faulty attachments between the film and the
head part so that a storage life of components stored in
the cartridge can be ensured. It is a further object of the
invention to create a method of manufacturing of such a
cartridge.
[0008] This object is satisfied by a cartridge for the me-
dium to be dispensed, wherein the cartridge comprises
a rigid head part having a dispensing outlet and a flexible
film forming a cartridge wall. The rigid head part of the
cartridge is for example a stable shaped part that is
formed by injection molding.
[0009] The flexible film comprises at least one inner
surface and an outer surface, wherein the film respec-
tively an innermost surface of the film bounds a cartridge
chamber for the medium to be dispensed. The film ex-
tends at least partially in the longitudinal direction of the
cartridge. The film comprises a front end that is connect-
ed to the head part. The head part comprises a collar
which surrounds the dispensing outlet in a radially outer
region of the head part. The collar extends in the longi-
tudinal direction and comprises an inner circumferential
surface. The front end of the film is sealingly and non-
releasably connected to the inner circumferential surface
of the collar. For example, the front end of the film is
connected to the inner circumferential surface of the col-
lar by any one or a combination of any of the following
processes: by injection molding, by glueing, by welding,
in particular ultrasonic welding, by shrinking, by clamping
or by mounting.
[0010] In this connection it should be noted that a flex-
ible film bag is a film bag that can be folded together in
the empty state, e.g. in the manner of a concertina, and
that after filling and a possible dispensing of the compo-
nents present therein can be unfolded and refolded with-
out the film bag being damaged or becoming limited in
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its function.
[0011] It should be noted that the inner circumferential
surface of the collar is a surface located radially inwards
of an outer circumferential surface of the collar. For ex-
ample, the collar has a hollow cylindrical shape. In this
case, the inner circumferential surface bounds a space
within the hollow cylindrical shape.
[0012] Sealingly and non-releasably connected in the
present invention means that there will be no leakage of
the cartridge contents during storage or use and that the
cartridge will not detach from the head piece during nor-
mal storage and use conditions.
[0013] The present inventors have found that better
sealing and non-releasable connections may generally
be obtained between materials having similar or compat-
ible compositional properties, such as polyolefins with
polyolefins, particularly PE with PE or PP with PP, or
polyamides with polyamides, such as Nylon 6 or Nylon
66 with themselves or with each other, and/or through
the use of surface roughening, surface modification treat-
ments such as corona discharge to increase the surface
energy and/or to introduce polar groups, primers and/or
adhesives into the respective composition.
[0014] In addition to application testing, other test
methods include measurements of sealing via qualitative
means such as pressing air-filled cartridges under water
and inspecting for bubbles or more quantitative methods
such as leak gas detectors, vacuum burst or creep tests
and seal strength measurements, and measurements of
bond strength include measurements of tensile, peel or
stripping strength.
[0015] Furthermore, it is desirable that the connection
does not release during storage and especially use and,
for example, is capable of withstanding pressures of at
least 5 Bar and preferably of up to 55 bar, i.e. the pres-
sures that may arise on dispensing material from the car-
tridge chamber.
[0016] In this connection it should be noted that the
application filed by the present applicant at the European
Patent Office on the same date as the present application
and having the attorney reference S14045PEP and the
application DE202018105661.1 filed at the German Pat-
ent and Trademark Office are respectively hereby incor-
porated by reference.
[0017] According to the invention, the inner circumfer-
ential surface of the collar is attached to the film at a
contact surface that is different from the outer surface of
the film. In other words, the front end of the film is attached
to the inner circumferential surface of the collar by a con-
tact surface that is not the outer surface of the film. As a
result, the outer surface of the film which extends in the
longitudinal direction of the cartridge in a region of the
film which is not covered by the collar of the rigid head
part is different from the contact surface of the film that
is attached to the inner circumferential surface of the col-
lar of the head part.
[0018] For example, the contact surface can corre-
spond to the inner surface of the film at the front end of

the film, while a portion of the film extending outside the
collar comprises the outer surface of the film that is po-
sitioned radially outwardly of the inner surface of the film.
The film can also comprise a surface different from the
outer surface and the inner surface, which could be at-
tached to the inner circumferential surface of the collar
and which can provide the contact surface. Such a con-
tact surface can correspond to a surface of a specific, in
particular inner, layer of the film.
[0019] Choosing a surface at which the front end of the
film is attached to the inner circumferential surface of the
collar that is different from the outer surface avoids pos-
sible structural defects of the outer surface from interfer-
ing with a tightness or impermeability of the bond or at-
tachment between the film and the collar of the head part.
[0020] The structural defects of the outer surface of
the film could, for example, arise from a cut at the front
end of the film during a manufacturing process of the film,
on the result of which hair-like or fiber-like pieces of the
outer surface of the film could detach themselves from
the rest of the film. The invention therefore offers the
advantage that a tight sealing between the film and the
collar all the head part is provided, such that a risk of
leakage of the medium comprised by the cartridge at the
head part is minimized.
[0021] Preferably the contact surface corresponds to
one of the at least one inner surfaces of the flexible film.
Such an inner surface can correspond to an inner layer
of the film. Alternatively, the contact surface may corre-
spond to a surface of an additional flexible film piece.
The additional flexible film piece has a longitudinal ex-
tension that is shorter than the longitudinal extension of
the flexible film forming the cartridge wall. The additional
flexible film piece can overlap with the front end of the
flexible film forming the cartridge wall. However, the ad-
ditional flexible film piece does not extend beyond the
collar of the head part, such that the outer surface of the
flexible film forming the cartridge wall still does not cor-
respond to the contact surface at which the film is at-
tached to the collar.
[0022] Advantageously the inner circumferential sur-
face of the collar and the contact surface are bonded
together to form an integral connection structure. In other
words, at least a portion of the inner circumferential sur-
face of the collar forms, together with the surface of the
film attached thereto, a uniform structure which extends
in a transverse direction of the cartridge in a region over-
lapping at least a portion of said collar and said film. Due
to the integral structure, a tight sealing between the film
and the collar of the head part can be advantageously
ensured.
[0023] Preferably the film is a multilayer film that com-
prises an outermost layer which defines the outer surface
of the film. The multilayer film comprises at least one
inner layer arranged radially inwardly of the outermost
layer. The outermost layer and the at least one inner layer
are formed from different materials. The multilayer film
can further comprise at least two inner layers that are
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also formed from different materials, for example, metal,
e.g. aluminium or an aluminium alloy or plastic inner lay-
ers.
[0024] The inner circumferential surface of the collar
is attached to a layer of the multi-layer film that is different
from the outermost layer of the film. For example, the
inner circumferential surface of the collar can be attached
to one of the at least one inner surfaces of the film. Pref-
erably, each layer of the film is different than an adjoining
layer of the film. Each layer of the film thereby provides
a surface made of a certain material that can be different
from the material of the outermost layer.
[0025] Preferred materials for the different layers of the
multilayer film include polyethylene, polyamide, polypro-
pylene and/or aluminum. The use of different materials
allows a flexible film to be created that fulfills multiple
conditions in regard to the requirements for material prop-
erties that depend on the layer of the film. For example,
the innermost layer of the film bounding the medium to
be dispensed has to be chosen such that a sticking of
the medium dispensed to the innermost layer is avoided,
while the outermost layer of the film has to be chosen
such that an entry of external particles and/or a leakage
of the dispensed medium is avoided.
[0026] Preferably, the material of the outermost layer
and the material of the collar are different and are mate-
rials which either do not form a bond during the manu-
facturing process or only form a bond that is weaker than
a bond formed at the contact surface. The material of the
at least one inner layer of the multilayer film and the ma-
terial of the collar are configured to form a bond via which
no leaks arise and that is capable of withstanding pres-
sures of at least 5 Bar, i.e. the pressures that arise on
dispensing material from the cartridge chamber.
[0027] In this connection it should be noted that meas-
urements of relative bond strengths between materials
may be carried out by means of measuring the tensile,
peel or stripping strength and that better thermal bonding
may be achieved between materials that are composi-
tionally similar or compatible or through the use of surface
treatments, primers or adhesives.
[0028] It should further be noted that materials that
have low surface energies and/or are non-polar (lacking
polar functional groups) tend to not bond well.
[0029] It should further be noted that melting properties
of plastics may be measured by means of differential
scanning calorimetry (DSC) and melt flow properties of
plastics may be measured by means of melt flow index
(MFI), melt flow rate (MFR) and melt volume rate (MVR)
methods.
[0030] Preferably, the head part is formed by an injec-
tion molding process, wherein the material of the outer-
most layer is configured to melt away in the region of the
front end of the film due to the processing temperature
during the injection molding process so that the at least
one inner layer and the inner circumferential surface of
the collar are bonded one to another during the injection
molding process.

[0031] Disappearance of the material of the outermost
layer occurs for example due to degradation of the ma-
terial at high temperatures. Alternatively, the already
formed rigid head part can be bonded to the film during
a second heating process, for example during a welding
process or in particularly a sonic welding process, where-
in the material of the outermost layer is configured to
disappear or disintegrate in the region of the front end of
the film due to this second heating process.
[0032] In this connection the head part may have a
Shore D hardness selected in the range of 40 to 99. Pref-
erably the Shore D hardness of the head part lies in the
range of 40 to 60.
[0033] The head part may comprise polyethylene,
polypropylene, polyamide, polyethylenterephthalate or
polybutylenterephthalate. The head part may for exam-
ple comprise polyamide in the form of PA-6 (perlon) or
PA-66 (nylon). Polyamide has the advantage that it has
a good mechanical stability and is thus suitable for the
head part.
[0034] Polyethylenterephthalats (PET) may also be
used for the head part. PET can namely be processed
in a facile manner and has a good chemical resistance.
[0035] In accordance with an embodiment the head
part is made of a high density PE (HDPE). High density
polyethylene (HDPE) has a density in the range of 930
kg/m3 to 970 kg/m3 auf.
[0036] The film forming the film bag may be a multilayer
film having at least two layers formed from different ma-
terials. In the preferred choice the film is a five-layer film
comprising a sandwich structure in which the outer layer
is formed of PE (20 to 40 mm thickness) which is con-
nected to a layer of PA (10 to 20 mm) via a tie layer (1.5
to 2.5 mm). The PA layer in turn is connected via a further
tie layer (1.5 to 2.5 mm) to an aluminum or aluminum
alloy layer (5 to 10 mm). The aluminum or aluminum alloy
layer is in turn connected to a further PA layer (10 to 20
mm) via a further tie layer (1.5 to 2.5 mm) which is then
connected to an inner layer corresponding to the inner
surface 42, via a via a further tie layer (1.5 to 2.5 mm)
with the inner layer having a thickness selected in the
range of 45 to 100 mm.
[0037] It should be noted that the respective tie layers
are not considered to be individual layers of a multi-lay-
ered film, they are merely present to ensure a bond is
formed between the individual layers.
[0038] The materials of the film can differ from the
above mentioned materials as can their respective thick-
nesses. It should be noted in this connection that the
films typically have a thickness selected in the range of
70 to 200 mm, in particular of 120 to 170 mm.
[0039] The disappearance of the outer layer during ei-
ther case of the heating process provides the advantage
of creating a particularly tight bond between the film and
the head part, such that a leaking-free cartridge can be
provided. For example, the outermost layer is made of
polypropylene, wherein the radially adjoining inner layer
is made of polyethylene. The outermost layer made e.g.
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of a modified polypropylene is designed to have a lower
sealing temperature than polyethylene, the film underly-
ing the outermost layer. Therefore, the outermost layer
disappears first during the heating process, leaving the
adjoining inner layer to bond to the inner circumferential
surface.
[0040] Preferably, the cartridge comprises an addition-
al intermediate film piece that is provided between the
front end of the film and the inner circumferential surface
of the collar. The intermediate film piece comprises an
inner layer and an outer layer, wherein the material of
the outer layer is configured to bond to the material of
the inner circumferential surface of the collar and wherein
the material of the inner layer is configured to bond to
the material of the outer surface of the film. The materials
of the inner layer and of the outer layer are preferably
different and in particular materials which do not bond or
form a bond that is less strong than the aforementioned
bonds.
[0041] For example, the additional intermediate film
piece is a multilayer film, wherein the outermost layer is
made of the same material as the head part, wherein the
innermost layer is the same material as the material of
the outer surface of the flexible film forming the cartridge
wall. The additional intermediate film piece can comprise
further intermediate layers of different materials. During
a bonding process, which for example includes injection
molding and/or gluing and/or welding, the innermost layer
of the additional film piece sealingly and non-releasably
bonds to the outer layer of the flexible film, while the out-
ermost layer of the additional film piece sealingly and
non-releasably bonds to the inner circumferential surface
of the collar of the head part. The additional intermediate
film piece provides the advantage of strengthening the
film at the connection part to the head part, therefore
providing a particularly tight and tear-resistant seal.
[0042] Advantageously, the intermediate film piece
covers in addition a rear surface of the head part defining
a front end of the cartridge chamber and comprising the
dispensing outlet. In particular, the intermediate film
piece can be configured as a cap and/or cover lid that
extends along the inner circumferential surface of the
collar as well as a base surface of the collar of the head
part. This allows the flexible film to only contact the in-
termediate film piece to which it is bonded to. The head
part can be bonded to the intermediate film piece during
an injection molding process, which can be separate from
the bonding process of the intermediate film piece to the
flexible film piece of the cartridge wall. This provides the
advantage of allowing the sealing of the film to the head
part to take place in two separate processes, allowing
each process to be optimized according to the require-
ments of the respective bonding process. Alternatively
the intermediate piece is bonded to both the film and the
head part in the same process step.
[0043] Preferably, the front end of the film is folded to
the outside so that the outer surface of the front end of
the film contacts the outer surface of an adjacent portion

of the film and the inner surface of the front end of the
film faces radially outwardly, and wherein the folded front
end of the film is connected to the inner circumferential
surface of the collar via its inner surface.
[0044] In other words, the contact surface corresponds
to the folded inner surface of the front end of the film. For
example, the inner surface respectively the innermost
layer of the film is made of a material that bonds to the
material of the collar of the head part, wherein the mate-
rial of the outer surface respectively the outer layer of the
film is different and does not necessarily bond as strong
or at all to the material of the collar.
[0045] Preferably, the inner surface respectively the
innermost layer of the film is made of the same material
as the collar and/or the head part. This provides the ad-
vantage that the outer layer and/or the outer surface of
the flexible film forming the cartridge wall does not have
to be chosen to fulfill the requirement of bonding strongly
to the material of the head part. Instead, the material of
the outer layer and/or the outer surface can be chosen
in such a way that the best possible external protection
of the cartridge in a section outside the head part can be
ensured. A possible loss of an effectiveness of a degree
of the protection due to the flexible nature of the film can
thus be counteracted.
[0046] Preferably, the head part of the cartridge com-
prises plastic and/or consists of plastic. Advantageously
at least the part of the film being connected to the head
part also comprises plastic and/or consists of plastic. In
particular, the plastic of the head part and the plastic of
the part of the film being connected to the head part are
selected from plastics which form a bond therebetween
during the manufacturing process. For example, the plas-
tic of the head part and the plastic of the part of the film
being connected to the head part are identical. In this
way, a particularly strong and tight connection between
the film and the head part can be provided and the risk
of leaks can be further minimized.
[0047] Preferably, the cartridge comprises additional
fixation means, in particular protrusions, ribs, pins,
hooks, webs, notches, flutes, recesses, and/or grooves,
wherein the additional fixation means are arranged at the
inner circumferential surface of the collar. A particular
strong connection between the head part and the film of
the cartridge can therefore be ensured.
[0048] Preferably, the cartridge is a one-component
cartridge comprising one cartridge chamber. Alternative-
ly, the cartridge is a two-component cartridge comprising
two cartridge chambers. Each cartridge chamber is pref-
erably filled with a material. In particular, the materials of
each cartridge can be different. The material can be liquid
flowable, pasty, viscous or highly viscous. In particular,
the material corresponds to a substance frequently used
in an industrial sector and/or in the construction industry,
for example in a building industry, and/or in the dental
sector. For example, the material respectively substance
corresponds to a joint sealing compound and/or a com-
pound for chemical dowels or chemical anchors and/or
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an adhesive, a paste or an impression material for the
dental sector.
[0049] If a two-component cartridge is used the head
part of one cartridge chamber may be formed in one piece
with the head part of the other cartridge chamber or the
head part of one cartridge chamber may be connectable
to the head part of the other cartridge chamber.
[0050] Preferably, a tubular support sleeve is provided
which is configured to surround the cartridge wall over
its whole length and which has a front end which is con-
figured to abut or to be connected to the head part. The
tubular support sleeve provides the advantage of a sup-
plementary protection of the medium to be dispensed
and a protection of the flexible film.
[0051] According to a further aspect the present inven-
tion relates to a dispensing assembly comprising the car-
tridge having one or more cartridge chambers, with the
one or more cartridge chambers being filled with a ma-
terial; a respective sleeve for each cartridge chamber; a
dispenser into which the cartridge is inserted; and op-
tionally a mixing tip attached to the dispensing outlet.
[0052] The advantages achievable with the cartridge
can likewise be achieved with the dispensing assembly.
[0053] A further aspect of the present invention relates
to a method of manufacturing of a cartridge in accordance
with the teaching described therein, the method compris-
ing the steps of:

- placing the film on a core of a mold;
- injection molding the head part in a head space of

the mold to form the head part with its collar and to
sealingly and non-releasably bond the front end of
the film to the inner circumferential surface of the
collar, with a contact surface between the front end
of the film and the inner circumferential surface of
the collar being different from the outer surface of
the film.

[0054] The advantages associated with the cartridge
likewise hold true for the corresponding features of the
method of manufacturing the cartridge.
[0055] Further embodiments of the invention are de-
scribed in the following description of the Figures. The
invention will be explained in the following in detail by
means of embodiments and with reference to the drawing
in which is shown:

Fig. 1 a perspective view of a two-component car-
tridge;

Fig. 2 a sectional view of a one-component cartridge
according to an embodiment and an enlarged
view of a head part of the cartridge;

Fig. 3 a sectional view a one-component cartridge ac-
cording to another embodiment and an en-
larged view of a head part of the cartridge; and

Fig. 4 a part sectional view a one-component car-
tridge according to a further embodiment.

[0056] In the in the following the same reference nu-
merals will be used for parts having the same or equiv-
alent function. Any statements made having regard to
the direction of a component are made relative to the
position shown in the drawing and can naturally vary in
the actual position of the application.
[0057] Fig. 1 shows a cartridge 1 configured as a two-
component cartridge. The cartridge 1 comprises two gen-
erally cylindrical cartridge chambers 2, 3. The cartridge
chambers 2, 3 are each bound by a cartridge wall 4, 5
as well as by a head part 6, 7, with each head part 6, 7
being arranged at a respective front end 8, 9 of the car-
tridge wall 4, 5. Each cartridge wall 4, 5 extends in a
longitudinal direction A of the cartridge 1 from a respec-
tive rear end 10, 11 to the respective front end 8, 9.
[0058] Each head part 6, 7 is a stable shaped part of
generally plate-like shape and comprises respective dis-
pensing outlets 12, 13 via which a respective medium
(not shown) can be dispensed from the cartridge cham-
bers 2, 3. The two dispensing outlets 12, 13 extend from
the head parts 6, 7 as outlet passages 14, 15 through a
common outlet part 16. A mixing tip or closure part (each
not shown) can be connected to the outlet part 16.
[0059] Each head part 6, 7 has a collar 17, 18, with
each collar 17, 18 surrounding the dispensing outlet 12,
13 in a radially outer region of the head part 6, 7. A radial
direction B is indicated relative to the arrow A used to
identify the longitudinal direction A. Each collar 17, 18
has a length extending in the longitudinal direction A. The
front end 8, 9 of each cartridge wall 4, 5 is sealingly and
non-releasably connected to the collar 17, 18 of the head
part 6, 7.
[0060] The cartridge walls 4, 5 are each formed from
a film 4’, 5’. Each rear end 10, 11 of the cartridge walls
4, 5, formed from the film 4’, 5’, is welded shut in a sealing
manner in the present example to form a film bag.
[0061] It should be noted in this connection that the
rear end 10, 11 could also be connected to a fixed shaped
part (not shown). In this way the cartridge walls 4, 5 could
be adapted to permit a movement of a piston (also not
shown) relative to the cartridge walls 4, 5.
[0062] It should further be noted in this connection that
the film 4’, 5’ forming the cartridge walls 4, 5 can be a
multilayer film having at least two layers formed from dif-
ferent materials. Such multi-layer films are used e.g.
when particularly aggressive substances are stored in
the cartridge 1.
[0063] It should also be noted that the film 4’, 5’, re-
gardless of whether it is a film made from one type of
material or a multilayered film made from one or more
different types of materials, can have a thickness of at
most 0.3 mm, more specifically of at most 0.15 mm, pref-
erably of approximately 0.085 mm.
[0064] It should also be noted that the cartridge 1 can
also be configured as a one-component cartridge (as
shown in Figs. 2, 3 and 4), comprising only one generally
cylindrical cartridge chamber 2 with a single head part 6
and a film 4’ forming the cartridge wall. In the following,
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corresponding features of the one-component cartridge
and corresponding features of the two-component car-
tridge mutually hold true.
[0065] It is necessary that the connection between the
film 4’, 5’ defining the cartridge wall 4, 5 to its respective
head part 6, 7 is tightly sealed and does not leak such
that the medium that is to be dispensed via the dispensing
outlet 12, 13 does not leak from the cartridge 1 other than
via the dispensing outlet 12, 13.
[0066] In the following figures 2, 3 and 4, three different
embodiments of the cartridge 1 are shown which allow
such a sealed connection. The three embodiments of the
cartridge 1 shown herein are each configured as a one-
component cartridge 1, however, the embodiments
shown can equally apply to the two-component cartridge
shown in Fig. 1.
[0067] Fig. 2 shows a sectional view of the cartridge 1
configured as a one-component cartridge according to a
first embodiment. The view corresponds to a section
along the longitudinal direction A of the cartridge 1. The
cartridge wall 4 bounding the cartridge chamber 2 com-
prises a flexible film 4’. For example, the flexible film 4’
is cylindrically-shaped, wherein the rear end 10 of the
film 4’ corresponds to the rear end of the cartridge 1. A
front end 8 of the film 4’ is surrounded in a circumferential
direction by a collar 17 of a head part 6, which can be
arranged at the front end 8 to form an upper end of the
cartridge 1.
[0068] The head part 6 consists of a rigid material, like
for example a plastic material, and can be formed by
injection molding. The head part 6 comprises a dispens-
ing outlet 12, here shown to extend longitudinally and
outwardly of the cartridge chamber 2 in the longitudinal
direction A. A medium or a material stored within the car-
tridge chamber 2 can be dispensed via the dispensing
outlet 12.
[0069] The flexible film 4’ is bonded to an inner circum-
ferential surface 19 of the collar 17 of the head part 6.
The inner circumferential surface 19 is positioned radially
inwardly of an outer circumferential surface of the cylin-
drically-shaped collar 17 in the radial direction B. The
collar 17 also extends in the longitudinal direction A, such
that at least a portion of the longitudinal extension of the
collar 17 overlaps with the front end 8 of the film 4’.
[0070] On the right-hand side of Fig. 2, an enlarged
view of the connection of the collar 17 of the head part 6
to the film 4’ is shown. The film 4’ is configured as a multi-
layer film comprising multiple layers, here shown for ex-
ample comprising three layers 20, 21, 22. The radially
outermost layer 20 and the adjoining inwardly orientated
layer 21 are made from different materials.
[0071] The material of the inner layer 21 and the ma-
terial of the collar 17 are configured to form the desired
bond between the film 4’ and the head part 6’. The radially
innermost layer 22 of the multilayer film defines an inner
surface which bounds the cartridge chamber 2. Every
layer 20, 21, 22 of the multilayer film can comprise dif-
ferent materials and can comprise a different thickness.

The thickness of each layer can be chosen for example
from a range of 1 mm to 50 mm, preferably from a range
of 5 mm to 20 mm. In this connection it should be noted
that bonding agents may be present between the indi-
vidual layers 20, 21, 22 of the multilayer film 4’ that are
required to produce the film 4’.
[0072] The material of the outermost layer 20 is chosen
such that during a heating process and/or a glueing proc-
ess, the outermost layer 20 melts way at least in the front
end region 8 of the film 4’. For example, the head part 6
is formed by an injection molding process, during which
a certain temperature is applied to the head part 6 and
the film 4’. The material of the outermost layer 20 is con-
figured to melt away in the region of the front end 8 of
the film 4’ due to the processing temperature during the
injection molding process. The material of the outermost
layer 20 can alternatively disappear due to temperatures
applied during another bonding process that is independ-
ent of the injection molding process. Such a bonding
process for example corresponds to a welding and/or
sonic welding process.
[0073] As a result of the injection molding process
and/or the heating process, the material of the outermost
layer 20 disintegrates in the front end 8 of the film 4’
where the film 4’ contacts the collar 17 of the head part
6. For example, the outermost layer 20 comprises a poly-
propylene material, wherein the inner layer 21 comprises
a polyethylene material. Furthermore, the thickness of
the layer 20 can be smaller than the thickness of the layer
21.
[0074] The polypropylene disintegrates during the in-
jection molding process and/or the heating process of
the head part 6, such that within the collar 17, the inner
layer 21 of the film 4’ directly bonds to the inner circum-
ferential surface 19 of the collar 17. Preferably, the ma-
terial of the collar 17 is the same as the material of the
inner layer 21, for example a polyethylene material, such
that the bond between the inner layer 21 and the collar
17 is particularly strong and tight. Outside the longitudinal
extension of the collar 17, the outermost layer of the film
4’ still corresponds to the layer 20.
[0075] Therefore, in this embodiment, the contact sur-
face at which the inner circumferential surface 19 of the
collar 17 is attached to the film 4’ corresponds to the inner
layer 21 of the film 4’.
[0076] Fig. 3 shows a sectional view of the cartridge 1
according to a second embodiment. The cartridge 1 is
similar to the cartridge 1 shown in Fig. 2. In addition, the
cartridge 1 includes an additional intermediate film piece
23 arranged at the front end 8 of the film 4’ between the
film 4’ and the inner circumferential surface 19 of the
collar 17. A longitudinal extension of the intermediate film
piece 23 along the longitudinal direction A is shorter than
the longitudinal extension of the film 4’. For example, the
longitudinal extension of the intermediate film piece 23
corresponds to the longitudinal extension of the collar 17
in the longitudinal direction A. In other words, the inter-
mediate film piece 23 does not extend beyond an inner
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surface of the head part 6. The intermediate film piece
23 can comprise a rear surface extending radially along
the inner surface of a front section of the head part 6, as
here shown in Fig. 3. With this, the intermediate film piece
23 forms a cap and/or a lid forming a connection between
the cartridge walls 4 formed by the flexible film 4’ and the
head part 6.
[0077] On the right-hand side of Fig. 3, an enlarged
view of the connection between the collar 17 of the head
part 6 and the film 4’ via the additional intermediate film
piece 23 is shown. The intermediate film piece 23 com-
prises an inner surface 24 and an outer surface 25. The
intermediate film piece 23 can be configured as a multi-
layer film, wherein the inner surface 24 is provided by
the innermost layer and the outer surface 25 by the out-
ermost layer of the multilayer film piece 23. The multilayer
film piece 23 can comprise additional intermediate layers
which are not shown here.
[0078] The material of the outer surface 25 of the in-
termediate film piece 23 is configured to bond strongly
to the material of the inner circumferential surface 19 of
the collar 17. The material of the inner surface 24 is con-
figured to bond strongly to the material of the outer sur-
face of the film 4’. The materials of the inner surface 24
and of the outer surface 25 are different and in particular
materials which do not bond as strongly to one another
as the desired bond between the respective components.
[0079] In the case that a multilayer film is configured
as the additional intermediate film piece 23, the outer-
most layer can be made of the same material as the head
part 6 respectively as the collar 17, wherein the innermost
layer can be made of the same material as the material
of the outer surface of the flexible film 4’ forming the car-
tridge wall 4. It is thus not necessary that the outer surface
of the flexible film 4’ is made of a material that has to
bond to the inner circumferential surface 19 of the collar
17.
[0080] For example, at least one of the layers of the
intermediate film piece 23 and/or of the film 4’ can be
chosen from one of the following materials or a combi-
nation thereof: polyethylene, polyamide, polypropylene
and/or aluminum.
[0081] During a bonding process, which for example
includes injection molding and/or gluing and/or welding,
the innermost layer 24 of the additional film piece 23 seal-
ingly and non-releasably bonds to the outermost layer of
the flexible film 4’, while the outermost layer 25 of the
additional film piece 23 sealingly and non-releasably
bonds to the inner circumferential surface 19 of the collar
17 of the head part 6. The bonding process can occur
for example during an injection molding process of the
head part 6.
[0082] In this second embodiment, the contact surface
at which the inner circumferential surface 19 of the collar
17 is attached to the film 4’ therefore corresponds to the
outer surface 25 provided by the additional intermediate
film piece 23. In the radial direction B outside the head
part 6, the outer surface of the film 4’ is provided by an

outermost layer 20 of the film 4’ that, within the collar 17,
is bonded to the inner layer 24 of the intermediate film
piece 23.
[0083] Fig. 4 shows a part sectional view of the car-
tridge 1 according to a third embodiment, wherein the
head part 6 of the cartridge 1 is similar to the head part
6 of the cartridge 1 shown in Fig. 2. In particular, Fig. 4
shows a partial view of the head part 6 and the front end
8 of the film 4’. The film 4’ comprises an inner surface 26
and an outer surface 27, which can be provided by an
innermost layer respectively an outermost layer of the
film 4’. In a radial direction B, the inner surface 26 faces
inwardly of the outer surface 27 in a region outside the
front end 8 of the film 4’.
[0084] The front end 8 of the film 4’ is folded to the
outside so that the outer surface 27 of the front end 8 of
the film 4’ contacts the outer surface 27 of an adjacent
portion of the film 4’ and the inner surface 26 of the front
end 8 of the film 4’ faces in the radial direction B radially
outwardly. The folded front end 8 of the film 4’ is therefore
connected to the inner circumferential surface 19 of the
collar 17 via its inner surface 26.
[0085] For example, the inner surface 26 respectively
the innermost layer of the film 4’ is made of a material
that bonds strongly to the material of the collar 17 of the
head part 6. The material of the outer surface 27 respec-
tively the outer layer of the film 4’ is different and does
not necessarily bond strongly to the material of the collar
17. For example, the inner surface 26 respectively the
innermost layer of the film 4’ is made of the same material
as the collar 17.
[0086] In this third embodiment, the contact surface at
which the inner circumferential surface 19 of the collar
17 is attached to the film 4’ therefore corresponds to the
inner surface 26 of the film 4’.
[0087] It should be noted that a height of the collar 17
in the longitudinal direction A may be selected in the
range of 3 to 15 mm. A height of the contact surface, i.e.
of the front end of the film 4’, between the respective film
4’ and the collar 17 and also of the intermediate piece 23
may be selected in the range of 3 to 15 mm. Thereby the
film can be reliably attached to the collar 17 on the avoid-
ance of leaks.

List of reference numerals

[0088]

1 cartridge
2 cartridge chamber
3 cartridge chamber
4 cartridge wall
4’ film
5 cartridge wall
5’ film
6 head part
7 head part
8 front end
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9 front end
10 rear end
11 rear end
12 dispensing outlet
13 dispensing outlet
14 outlet passage
15 outlet passage
16 outlet part
17 collar
18 collar
19 inner circumferential surface
20 outermost layer
21 inner layer
22 innermost layer
23 intermediate film piece
24 inner surface of the intermediate film piece
25 outer surface of the intermediate film piece
26 inner surface of the film
27 outer surface of the film

A longitudinal direction
B radial direction

Claims

1. A cartridge (1) for a medium to be dispensed com-
prising a rigid head part (6,7) having a dispensing
outlet (12, 13) and a flexible film (4’, 5’) forming a
cartridge wall (4, 5), with the film (4’, 5’) comprising
at least one inner surface (26) and an outer surface
(27), and with the film (4’, 5’) bounding a cartridge
chamber (2, 3) for the medium to be dispensed, ex-
tending at least partially in a longitudinal direction
(A) of the cartridge (1) and having a front end (8, 9)
that is connected to the head part (6,7), wherein the
head part (6,7) comprises a collar (17, 18), with the
collar (17, 18) surrounding the dispensing outlet (12,
13) in a radially outer region of the head part (6,7),
extending in the longitudinal direction (A) and having
an inner circumferential surface (19), and wherein
the front end (8, 9) of the film (4’, 5’) is sealingly and
non-releasably connected to the inner circumferen-
tial surface (19) of the collar (17, 18), wherein the
inner circumferential surface (19) of the collar (17,
18) is attached to the film (4’, 5’) at a contact surface
(21, 25, 26) that is different from the outer surface
(27) of the film (4’, 5’).

2. The cartridge (1) of claim 1, wherein the contact sur-
face (21, 25, 26) corresponds to one of the at least
one inner surface (26) of the flexible film (4’, 5’) and
a surface of an additional flexible film piece (23), with
a longitudinal extension of the additional flexible film
piece (23) preferably being shorter than the longitu-
dinal extension of the flexible film (4’, 5’) forming the
cartridge wall (4, 5).

3. The cartridge (1) of claim 1 or 2, wherein the inner
circumferential surface (19) of the collar (17, 18) and
the contact surface (21, 25, 26) are bonded together
to form an integral connection structure.

4. The cartridge (1) of any of the preceding claims,
wherein the film (4’, 5’) is a multilayer film (4’, 5’)
comprising an outermost layer (20) defining the outer
surface (27) of the film (4’, 5’), wherein the multilayer
film (4’, 5’) comprises at least one inner layer (21,
22) arranged radially inwardly of the outermost layer
(20), wherein the outermost layer (20) and the at
least one inner layer (21, 22) are formed from differ-
ent materials, wherein the contact surface (21, 25,
26) is provided by one of the at least one inner layers
(21, 22) of the multilayer film (4’, 5’).

5. The cartridge (1) of claim 4, wherein the material of
the outermost layer (20) of the film (4’, 5’) and the
material of the collar (17, 18) are different and are
materials which do not bond or bond less strongly
one to another than a bond formed between the ma-
terial of the at least one inner layer (21, 22) of the
film (4’, 5’) and the material of the collar (17, 18),
wherein the head part (6,7) is formed by injection
molding, and wherein the material of the outermost
layer (20) is configured to melt away in the region of
the contact surface of the front end (8, 9) of the film
(4’, 5’) due to the processing temperature during the
injection molding process so that the at least one
inner layer (21, 22) and the inner circumferential sur-
face (19) of the collar (17, 18) are bonded one to
another during the injection molding process.

6. The cartridge (1) of any of the claims 1 to 4, wherein
an additional intermediate film piece (23) is provided
between the front end (8, 9) of the film (4’, 5’) and
the inner circumferential surface (19) of the collar
(17, 18), the intermediate film piece (23) comprising
an inner layer (24) and an outer layer (25), wherein
the material of the outer layer (25) is configured to
bond strongly to the material of the inner circumfer-
ential surface (19) of the collar (17, 18) and the ma-
terial of the inner layer (24) is configured to bond
strongly to the material of the outer surface (27) of
the film (4’, 5’), the materials of the inner layer (24)
and of the outer layer (25) preferably being different
and in particular being materials which do not form
a bond therebetween or only form a bond which is
less strong than a bond formed at the contact sur-
face.

7. The cartridge (1) of claim 6, wherein the intermediate
film piece (23) covers in addition a rear surface of
the head part (6,7) defining a front end (8, 9) of the
cartridge chamber (2, 3) and comprising the dispens-
ing outlet (12, 13).
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8. The cartridge (1) of any of the claims 1 to 4, wherein
the front end (8, 9) of the film (4’, 5’) is folded to the
outside so that the outer surface (27) of the front end
(8, 9) of the film (4’, 5’) contacts the outer surface
(27) of an, in particular directly, adjacent portion of
the film (4’, 5’) and the inner surface (26) of the front
end (8, 9) of the film (4’, 5’) faces radially outwardly,
and wherein the folded front end (8, 9) of the film (4’,
5’) is connected to the inner circumferential surface
(19) of the collar (17, 18) via its inner surface (26).

9. The cartridge (1) of any of the preceding claims,
wherein the head part (6, 7) comprises plastic and/or
consists of plastic; and/or
wherein at least the part of the film (4’, 5’) being con-
nected to the head part (6,7) comprises plastic
and/or consists of plastic,
preferably wherein the plastic of the head part (6,7)
and the plastic of the part of the film (4’, 5’) being
connected to the head part (6,7) are selected from
plastics which form a bond therebetween on melting,
and/or wherein the plastic of the head part (6,7) and
the plastic of the part of the film (4’, 5’) being con-
nected to the head part (6,7) are identical.

10. The cartridge (1) of any of the preceding claims,
wherein the head part (6,7) is formed by injection
molding.

11. The cartridge (1) of any of the preceding claims,
wherein the front end (8, 9) of the film (4’, 5’) is con-
nected to the inner circumferential surface (19) of
the collar (17, 18) by injection molding, by glueing,
by welding, in particular ultrasonic welding, by
shrinking, by clamping or by mounting.

12. The cartridge (1) of any of the preceding claims,
wherein additional fixation means, in particular pro-
trusions, ribs, pins, hooks, webs, notches, flutes, re-
cesses, and/or grooves, are provided on the inner
circumferential surface (19) of the collar (17, 18).

13. The cartridge (1) of any of the preceding claims,
wherein the cartridge is a one-component cartridge
comprising one cartridge chamber (2).

14. The cartridge (1) of any of the claims 1 to 12, wherein
the cartridge is a two-component cartridge compris-
ing two cartridge chambers (2, 3), in particular with
the head part (6) of one cartridge chamber (2) being
formed in one piece with the head part (7) of the
other cartridge chamber (3) or the head part (6) of
one cartridge chamber (2) being connectable to the
head part (7) of the other cartridge chamber (3).

15. The cartridge (1) of any of the preceding claims,
wherein a tubular support sleeve is provided which
is configured to surround the cartridge wall (4, 5)

over its whole length and which has a front end (8,
9) which is configured to abut or to be connected to
the head part (6,7); and/or
wherein the cartridge (1), in particular the cartridge
chamber (2, 3), is filled with a material.

16. A dispensing assembly comprising:

- a cartridge (1) in accordance with at least one
of the preceding claims, having one or more car-
tridge chambers (2, 3), with the one or more car-
tridge chambers being filled with a material;
- a respective sleeve for each cartridge chamber
(2, 3);
- a dispenser into which the cartridge (1) is in-
serted; and
- optionally a mixing tip attached to the dispens-
ing outlet (12, 13).

17. A method of manufacturing a cartridge (1) according
to any of the preceding claims, the method compris-
ing the steps of:

- placing the film (4’, 5’) on a core of a mold;
- injection molding the head part (6,7) in a head
space of the mold to form the head part (6,7)
with its collar (17, 18) and to sealingly and non-
releasably bond the front end (8, 9) of the film
(4’, 5’) to the inner circumferential surface (19)
of the collar (17, 18), with a contact surface (21,
25, 26) between the front end (8, 9) of the film
(4’, 5’) and the inner circumferential surface (19)
of the collar (17, 18) being different from the out-
er surface (27) of the film (4’, 5’).
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