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(54) FILM AND PACKAGING FOR GAS OR VAPOR DECONTAMINABLE PACKAGING 
APPLICATIONS AND METHOD FOR CREATING A DECONTAMINATED PACKAGING USING 
THE SAME

(57) Disclosed are films and a packaging for gas or
vapor decontaminable packaging applications and a
method for creating a sterile packaging using the same.
These films are particularly useful for sterile storage and
transport of objects for medical, pharmaceutical or cos-
metic uses, in particular of sterile pharmaceutical primary
packaging means, like vials, ampules, syringes, or car-
tridges. Said film comprises at least a layer of a selec-

tively permeable non-woven, a layer of a punctured film,
and an adhesive which can be activated by energy trans-
mission. Optionally it comprises further film layers. The
method for creating a sterile packaging comprises the
step of hermetically closing the packaging by activating
the adhesive thereby making the non-woven impermea-
ble.
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Description

[0001] The present invention relates to films and a
packaging for gas or vapor decontaminable packaging
applications and a method for creating a decontaminated
packaging using the same. These films are particularly
useful for sterile storage and transport of objects for med-
ical, pharmaceutical or cosmetic uses, in particular for
sterile pharmaceutical primary packaging means, like vi-
als, ampules, syringes, or cartridges.

Prior art

[0002] When creating a packaging for sterile storage
and transport of objects it is an essential requirement that
the packaging is sterilizable and able to maintain the ster-
ile atmosphere within the packaging. Particularly for ster-
ile pharmaceutical primary packaging means, like vials,
ampules, syringes, or cartridges, a typical packaging for
the transport from a manufacturer of pharmaceutical pri-
mary packaging means to a pharmaceutical company
using the same comprises a tub or tray holding a multi-
tude of the primary packaging means which is sealed
with a non-woven and further enclosed in one or two
bags. The non-woven is usually a flash spun plexifilam-
entary film-fibril structure made of high density polyeth-
ylene, which is known under the trademark Tyvek® of
the company DuPont, or a spunbonded very fine fila-
ments non-woven. These selectively permeable non-wo-
vens allow for the sterilization by means of gas or vapor,
like ethylene oxide, steam, or hydrogen peroxide, after
closing the packaging. Hence, also at least one wall of
the outer enclosing bags comprises or consists of such
a non-woven. While being permeable for the sterilizing
gas or vapor, the selectively permeable non-woven is
essentially impermeable for microbes and thus forms a
microbial barrier. The microbes get stuck in the non-wo-
ven filament structure. Depending on the type and den-
sity of the non-woven a different sterility assurance level
can be achieved, but there is always some amount of
microbes getting through. Hence, these non-wovens
should be called only essentially impermeable for mi-
crobes.
[0003] At the pharmaceutical company, the sterile pri-
mary packaging means are unpacked and filled under
controlled, sterile conditions. This involves so-called dis-
infection and/or decontamination steps at the transition
from higher to lower classified clean room classes. These
can, for example, be a biological decontamination using
e-beam, hydrogen peroxide or wiping with an alcohol so-
lution. Before the tub or tray is transferred to the aseptic
area where the Tyvek® or other non-woven sealing film
is removed and the active pharmaceutical ingredient is
filled into the primary packaging means, a further decon-
tamination step takes place. This is necessary because
the sterility of the outside of the tub or tray cannot be
guaranteed.
[0004] In the context of the present application, decon-

tamination is defined as an umbrella term for reducing
the amount of microbes and biological agents, such as
fungi, bacteria, viruses, spore forms, prions, unicellular
eukaryotic organisms, etc. The special terms disinfection
and sterilization differ in the amount of reduction of these.
While disinfection only reduces the amount of said con-
taminants, sterilization effectively kills, deactivates, or
eliminates all forms of life and other biological agents
which are present, i.e. a reduction of 100 %. Hence, dis-
infection is less effective than sterilization. The required
level of reduction is determined by the intended applica-
tion.
[0005] While the non-woven seal on the tub or tray is
validated as a sterile barrier, at present it is not possible
to prove integrity of the packaging without destroying it.
There is a permanent gas exchange between the envi-
ronmental atmosphere and the atmosphere within the
bags through the porous non-woven parts of the pack-
aging.
[0006] Further, when using non-woven seal on trays
or tubs, there is a risk of residual amounts of hydrogen
peroxide within the trays or tubs, if a hydrogen peroxide
treatment is executed for decontamination. This is par-
ticularly dangerous in the case of filling the medical pri-
mary packing means with sensitive biological medica-
ments which tolerate only very low trace amounts of hy-
drogen peroxide. For avoiding residues of hydrogen per-
oxide, today there still does not exist a satisfactory solu-
tion. Sometimes a gas-impermeable film is sealed onto
the non-woven. However, this bears the risk of enclosing
non-sterile surfaces between the non-woven and the
gas-impermeable film and of a non-complete sealing.
Moreover, these additional steps have to be carried out
manually and, hence, are impeding a fully automatic han-
dling of the packaging means while introducing them in
the clean room and bear a further risk of contamination.

Object of the invention

[0007] The object of the present invention has been to
provide a packaging which overcomes these drawbacks
of the prior art. In particular, it has been one object to
provide a packaging, which allows for a non-destructive
integrity check. A further object has been to provide a
packaging, which is able to avoid hydrogen peroxide con-
tamination of the packaged goods when a hydrogen per-
oxide decontamination step is executed.

Description of the invention

[0008] In an embodiment, the invention relates to a film
for gas or vapor sterilizable packaging applications con-
sisting of or comprising at least in sequence from outside
to inside of the packaging

a) a first layer of film being essentially impermeable
for the sterilizing gas or vapor, having a first needling,
perforation and/or cut pattern,
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b) an adhesive layer which can be activated by en-
ergy transmission, covering the entire surface of a
layer underneath or being arranged in patterns

c) a layer of a selectively permeable nonwoven being
essentially impermeable for microorganisms.

[0009] In this application, a "selectively permeable
non-woven" is to be understood as being permeable for
gases or vapors but being essentially impermeable for
microbes and microorganisms and thus forming a micro-
bial barrier. The term "essentially impermeable for mi-
crobes" within this context refers to a Microbial Barrier
measured according to ASTM F1608-16 of 2-6 Log Re-
duction Value (LRV).
[0010] A typical packaging application for which the
films according to the invention are intended to be used
comprises as goods to be packaged sterile pharmaceu-
tical primary packaging means, like vials, ampules, sy-
ringes, or cartridges. These primary packaging means
are usually placed in a tray or a tub, which are then sealed
with a lidding film according to the invention. Thereafter,
the sealed tub or tray is further enclosed in one or two
bags.
[0011] Another application of the film according to the
invention is for these further outer bags which comprise
at least in part a film according to the invention. It is also
possible to combine these two applications and use a
film according to the invention as a lidding film for the
trays or tubs as well as the surrounding bags.
[0012] It has been found that, instead of sealing a gas-
impermeable film onto the non-woven areas of the pack-
aging for hermetically closing the packaging after decon-
tamination, a sealing by means of an adhesive, which
can be activated by energy transmission is far more ef-
fective than sealing additional films onto these areas
since it can be done right after decontamination without
further manual handling. In particular, there is no risk of
entrapping contaminated surfaces within the packaging.
The closed packaging can be decontaminated as usual
through the non-woven areas. Once the decontamination
is completed, the adhesive is activated by energy trans-
mission and closes the needling, perforation and/or cut
pattern of the film and/or the pores of the non-woven.
After this hermetic sealing it is possible to execute a de-
contamination step of the tray or tub with hydrogen per-
oxide during unwrapping of the package without contam-
ination of the packaged goods.
[0013] If the film according to the invention is used as
a component of the enclosing bags, it is possible to check
the integrity of the packaging in a secure and non-de-
structive way.
[0014] The adhesive may be chosen such that it is in
its non-activated state permeable for the decontaminat-
ing gas or vapor and gets impermeable after activation.
Then it can be applied covering the whole area of the
non-woven and/or of the film layer. This will, however,
decrease the permeability of the non-woven and/or of

the film layer and consequently increase the time re-
quired for exposure to the decontaminating atmosphere.
For this reason it is more preferred to apply the adhesive
not on the whole area but only in patterns. In either case,
the amount of adhesive is to be chosen such that it is
enough to reliably seal the needling, perforation and/or
cut pattern of the film and/or the porosity of the non-wo-
ven layer. If it is applied in patterns, its type and flow
properties further have to be chosen such that it can
spread over the whole surface during activation.
[0015] Further aspects concern the binding between
the film and the non-woven layer. For fixating the two
layers of the non-woven and the film onto each other
there are two options. Either on separate areas between
the layers a standard lamination adhesive is applied, for
example in a gridlike shape or small patches, to achieve
the binding while the rest of the surface is treated with
the activatable adhesive or only an activatable adhesive
is used and during production of the layer composite pre-
defined areas are selectively activated. The latter may
for example be done by means of masks, screens, or
tools.
[0016] In this embodiment with a layer sequence a) -
b) - c), the permeability of the packaging as a whole for
the sterilizing gas or vapor is achieved by apertures in
the film that is otherwise impermeable for the sterilizing
gas or vapor. Before activation of the adhesive, the gas
or vapor can enter the packaging through these apertures
and the porous non-woven. After activation of the adhe-
sive, the film is bonded to the non-woven layer and the
apertures and pores are sealed. This essentially corre-
sponds to the presently applied procedure of manually
sealing an additional film layer to the outside of the non-
woven layer or areas of the packaging. However, there
is a minimized risk of entrapping contaminations between
the film and the non-woven due to the fact that these two
layers are already combined before decontamination.
Moreover, activation of the adhesive can be done directly
within the decontamination chamber.
[0017] An alternative embodiment is also contemplat-
ed having a layer sequence of b) - a) - c), i.e. having the
adhesive positioned on the outside of the packaging.
However, this alternative is less preferable since the ad-
hesive will not be able to further bond the film layer to
the non-woven layer thereby closing the pathways for
the sterilizing gas within both permeable layers. And with
the adhesive on the outside it has to be ascertained that
once activated nothing touches the outside of the pack-
aging until the adhesive is cured.
[0018] In a further embodiment, the film further com-
prises

d) a second layer of film being essentially imperme-
able for the decontaminating gas or vapor, having a
second needling, perforation and/or cut pattern be-
ing incongruent with the first pattern, and being ar-
ranged between adhesive layer b) and layer of se-
lectively permeable non-woven c).
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[0019] In this preferred embodiment with a layer se-
quence a) - b) - d) - c), the hermetic sealing of the structure
is effected by activation of the adhesive between the two
outer film layers. Regarding the choice of the adhesive
and the surface covered by it the same considerations
as for the embodiment described above apply. It is im-
portant that the first and second needling, perforation
and/or cut patterns are incongruent. This can either be
achieved by using two different patterns or by using the
same pattern but shifting the position. Preferably, there
are no intersecting patterns between the two layers in
order to avoid a direct linear path from outside to inside
of the film. Patterns which have proven themselves to be
useful for this purpose are, for example, labyrinth-like
patterns, comb-like patterns, or sufficiently spaced apart
stripe patterns.
[0020] Regarding the needling, perforation and/or cut
patterns used in the two film layers of this embodiment
there exist various options for arranging them. They may
be arranged over the whole surface of the films in an
intermeshing style when viewed through the combined
films, like described above. This has the advantage of
very short paths to travel for the decontaminating gas or
vapors between the two film layers and, hence, an in-
creased breathability of the packaging. However, the me-
chanical strength of the film layers decreases with the
density of the patterns. For this variant it is also possible
to cover only limited areas of the films creating a window-
like surface which allows the decontaminating gas and
vapors to enter the package only in these predefined ar-
eas.
[0021] As an alternative, the needling, perforation
and/or cut patterns may be arranged in separate areas
of the combined film layers. For example, the patterns
may be arranged in the first film to cover only an area on
the left side of the package and in the second film to cover
only an area on the right side of the package while the
middle of the package contains no patterns at all. This
embodiment unites different advantages over the other
embodiment. Since hermetic sealing of the structure is
effected between the two films which are impermeable
for the decontaminating gas or vapor, the reliability and
durability of the sealing is better than on the porous non-
woven. Further, the surfaces of the films are smoother
than the rough non-woven surface, particularly when us-
ing a cut pattern. As a consequence it is easier to achieve
a hermetic sealing. And finally, the gas exchange rate
will be better because the porosity of the non-woven will
not need to be decreased as much as in the other em-
bodiments by the application of the adhesive. It will suffice
to apply just enough of a standard lamination adhesive
to securely fix the layers together, whereas in the other
embodiments the amount of adhesive has to be sufficient
for covering the whole surface in order to effect sealing.
[0022] In variants of this embodiment the first layer of
film a) and the second layer of film d) form a laminated
structure or are joined to each other only at parts of their
surface, particularly at their peripheral surface areas.

While the films can be fixed on each other like in a lam-
inated film wherein the gas and vapor permeability is ei-
ther achieved by a permeable adhesive which can be
activated or by a standard lamination adhesive which
does only partially cover the surface, it is also possible
to join the layers only at parts of their surface leaving the
majority of the layers surfaces non-bonded. The latter is
preferably done by sealing the film layers together around
the edges like in a pouch.
[0023] Activation of the adhesive layer by energy trans-
mission can be effected through heat, UV irradiation, IR
irradiation, induction, and/or microwave irradiation. The
type of energy transmission is selected to fit the type of
adhesive. The adhesives may, for example, be a hot melt
adhesive or a reactive system, like polyurethane or po-
ly(meth)acrylate adhesives. Reactive systems usually
contain an additive, such as a photoinitiator or a radical
initiator, and can thus be activated by UV or IR radiation
or heat. A system which can be activated by induction
typically contains a nano-scaled ferromagnetic additive.
Heat sealable adhesives can, for example, be based on
ethylene-vinyl acetate copolymers or ionomers.
[0024] In a particularly preferred embodiment, the ad-
hesive is a hot melt heat sealable adhesive system con-
taining additives which are responsive to the energy
transmission.
[0025] In an embodiment, the selectively permeable
nonwoven is a flash spun plexifilamentary film-fibril struc-
ture or a spunbonded very fine filaments nonwoven. Pref-
erably, the diameter of the very fine filaments is in either
case in the range of 0.5 - 10 mm. One example of such
a non-woven material is Tyvek® of the company DuPont.
A particularly suitable type for this application is Tyvek®
1073B.
[0026] Preferably, the selectively permeable nonwo-
ven is made of high density polyethylene (HDPE), poly-
propylene (PP), or polyethylene terephthalate (PET).
[0027] In some embodiments, the adhesive may be
arranged in a positive or negative dot pattern, dash pat-
tern and/or line pattern which is incongruent with the first
and second needling, perforation and/or cut pattern. Pos-
itive and negative pattern is to be understood as an ad-
hesive pattern consisting of said dots, dashes and/or
lines (positive pattern) or consisting of a full area adhe-
sive layer with the dots, dashes and/or lines left uncov-
ered (negative pattern), respectively. This allows for a
tailoring of the relation of the adhesion and the permea-
tion structure closing capabilities to the permeability of
the non-woven and/or film layers before activation of the
adhesive.
[0028] The patterns can be created by different meth-
ods. Preferably, they are created by a printing technolo-
gy, such as (roto)gravure printing, offset printing, or
screen printing. For line patterns also coating technolo-
gies may be applied, such as Mayer rod coating or re-
verse roll coating.
[0029] Preferably, the film of the first and/or second
layer comprises or is made of polyethylene, polypropyl-
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ene, polyamide 6, polyethylene terephthalate or their
blends and/or copolymers. Especially the polyamide 6
and polyethylene terephthalate films further improve the
durability of the packaging and provide an oxygen barrier.
In cases where transparency of the packaging is not re-
quired the film may also consist of an aluminum compos-
ite film in order to provide an excellent oxygen barrier.
[0030] In embodiments, the first and/or second nee-
dling, perforation and/or cut pattern is selected from lab-
yrinth-like patterns, comb-like patterns, and stripe pat-
terns. These patterns can very effectively be arranged
without intersecting apertures in the two layers and, when
arranged with a suitable offset or a negative layout, pos-
sess a good gas and vapor permeability and are very
reliably hermetically sealable.
[0031] The invention further relates to a packaging for
decontaminated packaging of objects for medical, phar-
maceutical or cosmetic uses comprising at least in part
a film according to the invention. Preferably, these ob-
jects are sterile pharmaceutical primary packaging
means, like vials, ampules, syringes, or cartridges.
[0032] In embodiments, the packaging comprises a
tub, optionally comprising a nest, or a tray, which are
sealed with a film comprising at least in part a film ac-
cording to the invention. Preferably the sealed tub or tray
is further packaged in at least one bag or pouch compris-
ing at least in part a film according to the invention.
[0033] In other embodiments, the packaging compris-
es a tub, optionally comprising a nest, or a tray, which is
enclosed by at least one bag or pouch comprising at least
in part a film according to the invention.
[0034] The packaging according to the invention does
not exclusively have to be made of the films according
to the invention. Like in prior art, where the bags, for
example, are made of a layer of a non-woven on one
side and a layer of impermeable film on the other side,
the packaging according to the invention may use the
film according to the invention as a replacement for the
non-woven layer on one side while using the usual film
layer on the other side. Moreover, window-like structures
known in prior art having only a limited permeable area
may also be replicated with a film according to the inven-
tion. The film according to the invention simply replaces
the pure non-woven layers in order to provide the pack-
age with the ability to be hermetically sealed after decon-
tamination.
[0035] The invention further relates to a method for cre-
ating a decontaminated packaging according to the in-
vention comprising the steps of

a) providing a film according to the invention,

b) forming a packaging comprising the film and con-
taining the objects for medical, pharmaceutical or
cosmetic uses,

c) closing the packaging by means of sealing and/or
adhesive,

d) exposing the closed packaging to an atmosphere
containing a decontaminating gas and/or vapor, op-
tionally followed by purging the decontaminated
packaging with a gas in order to remove the decon-
taminating gas and/or vapor,

e) hermetically sealing the packaging by activating
the adhesive layer in the film by means of energy
transmission.

[0036] The method according to the invention differs
from the prior art in two essential points. Instead of the
pure non-woven layers used in the prior art, the present
invention uses the film according to the invention for the
preparation of the packaging. This packaging is then de-
contaminated as usual in a gas or steam chamber, op-
tionally followed by a purging with a gas for removal of
the decontaminating medium. For example, when the de-
contamination uses ethylene oxide, the toxic ethylene
oxide usually is purged with nitrogen. Hence, the equip-
ment and work flows may remain unchanged up to the
point when decontamination has been finished. Addition-
al purging cycles might be necessary to reduce ethylene
oxide and ethylene chlorohydrin residuals. Once decon-
taminated the method according to the invention adds
the step of hermetically sealing the packaging by activat-
ing the adhesive layer.
[0037] As opposed to the prior art, the present inven-
tion produces a packaging which is hermetically sealed
and consequently has no gas exchange with the envi-
ronment. This allows for a non-destructive integrity check
of the packaging by means of, for example, laser gas
analysis techniques like TDLAS (Tunable Diode Laser
Absorption Spectroscopy). Without opening the package
TDLAS is able to detect gas components like oxygen,
which will enter the packaging if there is a puncture, or
to measure the composition of the gas inside the package
for differences to a defined atmosphere used before clos-
ing it. Even if there is some degree of diffusion of, for
example, O2 through the bag foil such as LDPE/PET or
similar, the flux over time can be calculated based on
material properties. Any difference would be visible as a
significantly higher concentration of oxygen compared to
the intrinsic diffusion. Thus, each packaging can be
checked for integrity and indirectly sterility before it is
subsequently introduced into the antiseptic areas.
[0038] Moreover, the hermetically sealed packaging
prevents hydrogen peroxide from entering into the pack-
aging and contaminating the packaged goods during a
hydrogen peroxide decontamination step. Hence, there
is no risk of deterioration of, for example, a biological
medicament which is filled into vials or syringes that have
been transported within the packaging.
[0039] In an embodiment, the method further compris-
es between steps d) and e) the step of

f) exposing the decontaminated packaging to an at-
mosphere containing a protective gas.
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[0040] This further step aids in two ways. Apart from
creating a protective atmosphere within the packaging,
this also simplifies the detection of the integrity of the
packaging. By purging the packaging and creating a well-
defined atmosphere within the packaging, the integrity
check can be reduced to a measurement of the gas com-
position or even a single component of the gas within the
packaging. If there is a puncture in the packaging, the
gas composition will change which can be detected with
great accuracy. For example, the presence of oxygen
can be detected very well by means of TDLAS. Hence,
a check for the presence of oxygen will reveal a lost in-
tegrity of the packaging without having to open it. The
protective gas is preferably chosen from nitrogen and
argon, which can be used alone or as a predefined mix-
ture.

Brief description of the drawings

[0041]

Figure 1 is a cut-through image of an embodiment
with two film layers before activation of the adhesive
layer.

Figure 2 is a cut-through image of the embodiment
of Figure 1 after activation of the adhesive layer.

Examples

[0042] With the examples of different embodiments of
the film according to the invention presented hereafter,
a typical packaging for vials has been prepared. The vials
have been put in a tub with a nest which has been sealed
with a respective film of the examples. Thereafter, the
sealed tub has consecutively further been wrapped in
two identical bags, which have been sealed, each con-
sisting of a respective film of the examples on one side
and a high density polyethylene film on the other side.
The bagged tubs have been sterilized by exposure to
ethylene oxide in a vacuum chamber for 6 hours at a
temperature of 45-60 °C. After sterilization the chamber
has been purged with nitrogen and as the final step the
packages have been exposed to an atmosphere of a mix-
ture of nitrogen and argon. Thereafter the adhesive has
been activated in order to hermetically seal the sterilized
packages. The integrity check has been performed by
means of a measurement of the oxygen content within
the packages with TDLAS.

Example 1

[0043] A spunbonded very fine filaments non-woven
layer of polypropylene has been laminated to a polypro-
pylene film. The polypropylene film has been provided
with apertures by means of needling. By offset printing,
first a line pattern of an adhesive in the form of a hot melt
methacrylate resin has been applied to the film and there-

after a coarse rectangular grid of a polyurethane lami-
nating adhesive containing a UV photoinitiator. The two
layers have then been laminated under UV irradiation.
For the activation of the adhesive, the packaging has
been heated by irradiation with an IR lamp in order to
melt the hot melt adhesive.

Example 2

[0044] The structure of example 2 is shown in Fig. 1 in
its non-activated condition. The innermost layer is the
non-woven (1) layer. By means of a standard laminating
adhesive (not shown in the drawing) it is bonded to the
second layer, the second layer of film (4) which is imper-
meable for sterilizing gases or vapors. The third layer is
the activatable adhesive (2) layer. And the outermost lay-
er is the first layer of film (3) which is also impermeable
for sterilizing gases or vapors.
[0045] For the preparation of the film, the first and sec-
ond layer of film (3, 4) have been provided with a comb-
like pattern of cuts indicated as the apertures (5) in Fig.
1. In the finished film these patterns of the two layers are
arranged such that the combs are intermeshing. Thus,
there is no direct path for the sterilizing agent for entering
the packaging. Instead the agent will have to follow a
double bent path as shown in Fig. 1. And the apertures
(5) are always facing a non-cut film area which will be
able to close the apertures (5) once the activatable ad-
hesive (2) has been activated which will result in a her-
metic sealing of the packaging. This situation after acti-
vation of the adhesive is shown in Fig. 2.
[0046] By gravure printing, an ethylene-vinylacetate
based hot melt adhesive is applied in a coarse dot pattern
on the first surface of the first layer of film (3) which is
made of high density polyethylene. A non-woven layer
of Tyvek® 1073B has then been bonded to the first layer
of film (3) using heat in a standard laminating procedure.
Thereafter, the second surface of the first layer of film (3)
has been gravure printed in a line pattern oriented per-
pendicular to the comb-like cut patterns with an activat-
able adhesive (2) in the form of a reactive polyurethane
resin containing a UV photoinitiator. Using a solvent
based standard laminating adhesive, the second layer
of film (4), which is also made of high density polyethyl-
ene, has been gravure printed with a grid pattern, which
is sized such that it matches the comb-like cut patterns
and surrounds them. Thereafter, the second layer of film
(4) is laminated onto the first layer of film (3) using a
standard wet laminating procedure.
[0047] For the activation of the adhesive, the packag-
ing consequently has been irradiated with a UV lamp.
[0048] Alternatively, using the same structure, the film
can also be made with a spunbonded very fine filaments
non-woven layer of polypropylene and two polypropylene
film layers.
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Reference number list

[0049]

1 non-woven
2 activatable adhesive
3 first layer of film
4 second layer of film
5 aperture

Claims

1. Film for gas or vapor decontaminable packaging ap-
plications consisting of or comprising at least in se-
quence from outside to inside of the packaging

a) a first layer of film (3) being essentially imper-
meable for the decontaminating gas or vapor,
having a first needling, perforation and/or cut
pattern,
b) an adhesive (2) layer which can be activated
by energy transmission, covering the entire sur-
face of a layer underneath or being arranged in
patterns,
c) a layer of a selectively permeable non-woven
(1) being essentially impermeable for microor-
ganisms.

2. Film according to claim 1 further comprising

d) a second layer of film (4) being essentially
impermeable for the decontaminating gas or va-
por, having a second needling, perforation
and/or cut pattern being incongruent with the
first pattern, and being arranged between adhe-
sive (2) layer b) and layer of selectively perme-
able non-woven (1) c).

3. Film according to claim 2, wherein layers a) and d)
form a laminated structure or are joined to each other
only at parts of their surface, particularly at their pe-
ripheral surface areas.

4. Film according to one of the preceding claims,
wherein activation of the adhesive (2) layer by ener-
gy transmission can be effected through heat, UV
irradiation, IR irradiation, induction, and/or micro-
wave irradiation.

5. Film according to one of the preceding claims,
wherein the adhesive (2) is a hot melt heat sealable
adhesive system containing additives which are re-
sponsive to the energy transmission.

6. Film according to one of the preceding claims,
wherein the selectively permeable non-woven (1) is
a flash spun plexifilamentary film-fibril structure or a

spunbonded very fine filaments non-woven.

7. Film according to one of the preceding claims where-
in the selectively permeable non-woven (1) is made
of high density polyethylene (HDPE), polypropylene
(PP), or polyethylene terephthalate (PET).

8. Film according to one of the preceding claims where-
in the adhesive (2) is arranged in a positive or neg-
ative dot pattern, dash pattern and/or line pattern
which is incongruent with the needling, perforation
and/or cut pattern of the first layer of film (3) and/or
second layer of film (4).

9. Film according to one of the preceding claims where-
in the film of the first and/or second layer (3, 4) com-
prises or is made of polyethylene, polypropylene,
polyamide 6, polyethylene terephthalate or their
blends and/or copolymers.

10. Film according to one of the preceding claims where-
in the first and/or second needling, perforation and/or
cut pattern is selected from labyrinth-like patterns,
comb-like patterns, and stripe patterns.

11. Packaging for decontaminated packaging of objects
for medical, pharmaceutical or cosmetic uses com-
prising at least in part a film according to one of claims
1 to 10.

12. Packaging according to claim 11 comprising a tub,
optionally comprising a nest, or a tray, which are
sealed with a film comprising at least in part a film
according to one of claims 1 to 10.

13. Packaging according to claim 12, wherein the sealed
tub or tray is further enclosed by at least one bag or
pouch comprising at least in part a film according to
one of claims 1 to 10.

14. Packaging according to claim 11 comprising a tub,
optionally comprising a nest, or a tray, which is en-
closed by at least one bag or pouch comprising at
least in part a film according to one of claims 1 to 10.

15. Method for creating a decontaminated packaging ac-
cording to one of claims 11 to 13 comprising the steps
of

a) providing a film according to one of claims 1
to 10,
b) forming a packaging comprising the film and
containing the objects for medical, pharmaceu-
tical or cosmetic uses,
c) closing the packaging by means of sealing
and/or adhesive,
d) exposing the closed packaging to an atmos-
phere containing a decontaminating gas and/or
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vapor, optionally followed by purging the decon-
taminated packaging with a gas in order to re-
move the decontaminating gas and/or vapor,
e) hermetically sealing the packaging by activat-
ing the adhesive layer in the film by means of
energy transmission.

16. Method according to claim 15, further comprising be-
tween steps d) and e) the step of

f) exposing the decontaminated packaging to an
atmosphere containing a protective gas.
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