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(57) ABSTRACT 

A reclosable package for storing and dispensing product. The 
package has a reclosable opening panel that canbe selectively 
moved from a closed position Where product contained Within 
the package is retained to an open position Where product 

CHICAGO, IL 60610 (US) , . . . . . 
contained W1th1n the package is exposed for d1spens1ng. The 
package includes a tamper indicator that provides one or more 

(21) Appl' NO‘: 12/333,992 of a visual, tactile, or auditory indication that the opening 
panel is being opened for the ?rst time or has been previously 

(22) Filed: Dec. 12, 2008 opened. 
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TAMPER INDICATOR FOR RECLOSABLE 
PACKAGES 

[0001] The present invention relates to a reclosable product 
package for storing and dispensing products, particularly 
consumable products and more particularly confectionery 
products such as chewing gum and candy. In particular, the 
present invention relates to a tamper indicator for a reclosable 
package to provide an indication that the package is being 
opened for the ?rst time and/or that the package has been 
previously opened. 
[0002] Certain consumable products are provided as indi 
vidual pieces in a package. Oftentimes, it is desired to retain 
these products Within the package yet When the package is 
opened, an individual piece can be exposed and removed 
from the package. In vieW of the fact that the package is 
reclosable, it Would be desirable to provide some indication 
as part of the package that the package is being opened for the 
?rst time and/or has been previously opened. 

SUMMARY 

[0003] The present invention therefore provides a package 
that includes, as part of the package, a tamper indicator that 
provides an indication that the package is being opened for 
the ?rst time and/or has been previously opened. The package 
of the present invention is suitable for storing and dispensing 
individual pieces of edible product, particularly confection 
ery products such as candy and more particularly pieces of 
cheWing gum. The tamper indicator of the present invention 
may also be used With a reclosable container that is con?g 
ured to removably store one or more packages that, in turn, 
contain several individual pieces of edible product such as 
cheWing gum or other confectionery products. 
[0004] The term reclosable as used herein refers to a pack 
age having an opening feature Which may be repeatedly 
opened and securely reclosed for at least a suf?cient number 
of times to permit consumption of the entire contents of the 
package, one piece at a time. 
[0005] In one embodiment, the reclosable package includes 
a laminated sheet having an inner layer and an outer layer. 
Each or both of the inner layer and the outer layer may be a 
single layer or may include a plurality of layers that act as a 
single layer for the purposes of the present invention. A ?rst 
score line is created (for example, by a laser scoring opera 
tion) and extends at least substantially into the inner layer but 
does not extend into the outer layer. The term “score line” as 
used in the folloWing speci?cation and claims means a Weak 
ened line in the layer material that is intended to assist in 
separating the material along the score line. The score line 
may be a continuous line cut to full or partial depth of the layer 
or it may be a linear series of intermittent cuts to full or partial 
depth of the material. In any case, it is understood that the line 
may be straight, curved or some combination of these along 
its length. Due to the bene?ts of ?exibility and precision, laser 
scoring is the preferred method of creating the score lines. In 
the case Where the score line is created through the use of a 
laser, the score line may be referred to as a laser scored line. 
[0006] A second score line is created and extends at least 
substantially into the outer layer but does not extend into the 
inner layer. The second score line is laterally offset from the 
?rst score line to de?ne a marginal region betWeen the ?rst 
and second score lines and to further de?ne a surrounding 
region outside of the marginal region. The second score line 
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also de?nes an opening panel for the package. A releasable 
adhesive may be provided betWeen the inner and outer layers 
in at least a portion of the marginal region. A laminating 
adhesive is disposed betWeen the inner and outer layers and it 
is provided substantially throughout the surrounding region 
such that the laminating adhesive is effective to bond the inner 
and outer layers together Where it is applied. The package 
includes a tamper indicator that provides one or more of a 
visual, tactile, or auditory indication When the opening panel 
is ?rst opened. The tamper indicator may further provide one 
or more of a visual or tactile indication that the opening panel 
has been previously opened. 
[0007] In one aspect, the tamper indicator includes print 
able ink underlying the opening panel that is revealed When 
the opening panel is opened. Alternatively, the printable ink 
(or printing) may be provided on the outer layer in a manner 
such that the printing traverses at least a portion of the second 
score line. As a result, When the opening panel is opened, the 
alignment of the Word or at least a portion of it Will be 
disturbed and When the opening panel is closed, alignment of 
the Word or at least a portion of it Will be disturbed. 

[0008] In another aspect, the tamper indicator includes a 
frangible link connected to a portion of the opening panel 
that, When lifted, provides an auditory and/or visual indica 
tion that the opening panel is being lifted. For example, the 
second score line may create a tab connected to the opening 
panel through a narroW conduit Which constitutes the fran 
gible link so that When the opening panel is opened for the 
?rst time, the frangible link is broken to alloW access to the 
contents of the package. In one embodiment, a discontinuity 
in the second score line de?nes the frangible link. In further 
embodiments, the tamper indicator includes tWo or more 
frangible links located in key locations at the periphery of the 
opening panel. In an embodiment, tWo frangible links are 
located on opposite lateral sides of the opening panel. 
[0009] In other aspect, the opening panel may be con?g 
ured such that upon ?rst opening of the opening panel, a 
portion of the inner layer or outer layer is delaminated from a 
second portion of the same layer. In one embodiment, the 
laminating adhesive may be provided in a portion of the 
marginal region such that in that portion of the marginal 
region (i.e., Where the laminating adhesive has been applied), 
a portion of the inner or outer layer is delaminated from a 
second portion of the same layer. In an embodiment, a tab 
de?ned by the second score line may have a portion that is 
permanently adhered to the package (for example, by appli 
cation of the laminating adhesive) so that When a portion of 
the tab is moved aWay from the package, the score line Will 
tear providing a visual and auditory indication that the seal 
has been broken and that the opening panel may have been 
opened. After the tab has been torn, evidence of such Will be 
readily evident. 
[001 0] In yet another aspect of the invention, the outer layer 
may be itself composed of tWo layers, a ?rst opaque layer 
oriented toWard the inner layer of the package and a second 
transparent layer oriented toWard the outside of the package. 
In an embodiment, a laminating adhesive is applied (for 
example, as a pattern) Within a portion of the marginal region. 
When the package is opened for the ?rst time, the outer layer 
is delaminated Where the laminating adhesive Was applied, 
causing a pattern to be revealed in the second transparent 
layer Where the opaque material Was removed and on the 
inner layer Where the ?rst opaque layer material adheres to the 
inner layer of the package. Upon re-closure of the opening 
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panel, it Will be dif?cult or impossible to re-align the patterns 
thus providing an indication that the package Was previously 
opened. 
[0011] For purposes of the present invention, “laminate” 
and “lamination” refer to any process Which produces a multi 
layer structure. In addition to traditional adhesive lamination, 
processes such as coextrusion and vacuum metalliZation are 

speci?cally contemplated. 
[0012] Also for purposes of the present invention, the term 
“delamination” refers to the complete or partial separation of 
layers that may occur betWeen layers or Within a given layer. 
[0013] In another aspect, a portion of the package that is 
covered by the opening panel may be provided With one or 
more of a light sensitive dye or other material such that When 
the opening panel is opened to expose the portion, the dye 
may cause a color change or other visual indication. In 
another aspect, the package may include a security tape 
located over at least a portion of the opening panel such that 
an expectation of the presence is created, Which When the 
security tape is not present, or is torn, Will provide an indica 
tion that the package has been previously opened. While 
particular examples of visual, tactile, and auditory indicators 
have been noted, the present invention is not limited to these 
speci?ed examples. Rather, the invention includes any suit 
able visual, tactile, or auditory indicator that does not inter 
fere With or inhibit the operation of the opening panel. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0014] FIG. 1 shoWs an individual ?exible product package 
according to one embodiment of the present invention With 
the reclosable opening panel in an open position to expose 
contents, Which in this instance is cheWing gum. 
[0015] FIG. 2 is a vieW ofa portion ofa ?rst side ofan outer 
layer for one embodiment of a package of the present inven 
tion shoWing a pattern of laminating adhesive applied to one 
side of the outer layer so that the outer layer can be adhered to 
a ?rst side of an inner layer. 
[0016] FIG. 3 is a vieW ofa portion ofa ?rst side ofan outer 
layer for another embodiment of a package of the present 
invention shoWing a pattern of laminating adhesive applied to 
one side of the outer layer so that the outer layer can be 
adhered to a ?rst side of an inner layer. 
[0017] FIG. 4 is a vieW ofa portion of a second side of an 
inner layer, Which Will form the inner surfaces of the package 
and the other side of Which is laminated onto a second side of 
the outer layer of any of the embodiments shoWn in FIGS. 2 
and 3 to form a laminate roll stock. 

[0018] FIG. 5 is a vieW ofa portion ofthe second side ofthe 
outer layer, Which Will form the outer surfaces of the package, 
the other side of Which is laminated onto the second side of 
the inner layer to form a laminate roll stock. 
[0019] FIG. 6 is a partial cross sectional vieW ofthe lami 
nate of FIG. 5 With the adhesive pattern of FIG. 2. 
[0020] FIG. 7 shoWs the package of FIG. 1 With the reclos 
able opening panel in a closed position. 
[0021] FIG. 8 shoWs an embodiment of the package accord 
ing to the present invention Where the package is formed from 
a separate front and rear sheets. 

[0022] FIG. 9 shoWs an embodiment of the package accord 
ing to the present invention Where the package is formed With 
a rear side having a seal. 

[0023] FIG. 10a and 10b shoW the rear of the package of 
FIG. 9 With tWo different rear seals. 
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[0024] FIG. 11 is a diagrammatic depiction of a method for 
making a ?exible package according to the present invention. 
[0025] FIG. 12 is a vieW of the outer layer structure before 
being laminated to the inner layer structure and after being 
scored. 
[0026] FIG. 13 is a cross-sectional vieW ofa portion ofone 
package, for example, a package made according to the pro 
cess shoWn in FIG. 11 in a closed con?guration. 
[0027] FIG. 14 is a cross-sectional vieW ofa portion ofthe 
package of FIG. 13 in an open con?guration. 
[0028] FIG. 15 is a diagrammatic depiction of a method for 
making a ?exible package according to the present invention, 
Which contains features that can be used in the process 
depicted in FIG. 11. 
[0029] FIG. 16 shoWs a ?exible container useful for storing 
and carrying a plurality of individual product packages such 
as those shoWn in FIGS. 1 and 7, each of Which can contain a 
plurality of individual pieces of edible product, particularly 
cheWing gum. The container is shoWn in an unopened posi 
tion. 
[0030] FIG. 17 shoWs the container of FIG. 16 in an open 
position. 
[0031] FIG. 18 shoWs a suitable con?guration for a piece of 
gum that may be stored in the individual product packages. 
[0032] FIG. 19 shoWs a suitable con?guration for a slab of 
gum that may be stored in the individual product packages. 
[0033] FIG. 20 is an alternative individual product package 
Where the individual product package is in the form of a 
cylinder With a reclosable opening panel in a closed position. 
[0034] FIG. 21 shoWs the individual product package of 
FIG. 19 With the reclosable opening panel in an open position 
to expose individual pieces of gum. 
[0035] FIG. 22 shoWs the individual product package of 
FIG. 19 With the reclosable opening panel in an open position 
to expose a portion of a roll of gum that has a portion that has 
been scored. 
[0036] FIG. 23 shoWs an individual product package 
according to one embodiment of a tamper indicator. 
[0037] FIG. 24 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0038] FIG. 25 shoWs an individual product package 
according to another embodiment of a tamper indicator 
[0039] FIG. 26 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0040] FIG. 27 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0041] FIG. 28 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0042] FIG. 29 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0043] FIG. 30 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0044] FIG. 31 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0045] FIG. 32 shoWs an individual product package 
according to another embodiment of a tamper indicator. 
[0046] FIG. 33 shoWs an individual product package 
according to another embodiment of a tamper indicator. 

DETAILED DESCRIPTION 

[0047] The invention is described With reference to the 
draWings in Which like elements are referred to by like numer 
als. The relationship and functioning of the various elements 
of this invention are better understood by the folloWing 
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description. Each aspect so de?ned may be combined With 
any other aspect or aspects unless clearly indicated to the 
contrary. The embodiments described beloW are by Way of 
example only, and the invention is not limited to the embodi 
ments illustrated in the drawings. 
[0048] Turning noW to FIG. 1, a reclosable package 10 is 
shoWn With a reclosable opening panel 80 in an open position 
to expose the contents 2 of the package. The package includes 
opposed surfaces 12, 14, an opposed top 20 and bottom 22, 
and opposed ends or sides 24, 26. One of the surfaces is 
scored to de?ne a reclosable opening panel 80 that can be 
opened to expose the contents 2 stored Within the package 10. 
The package 10 is shoWn in a closed con?guration in FIG. 7. 
[0049] In the description provided beloW, the package 10 of 
the present invention is described as containing sticks (or 
tabs) 2 of gum. It is to be understood, hoWever, that the use of 
the package 10 is not limited to gum, confections, or even 
consumable products, unless otherWise noted. For ease of 
description, hoWever, the present invention Will be described 
in connection With sticks of gum. 
[0050] Therefore, a reclosable product package 10 having 
an array of gum sticks 2 is shoWn in FIG. 1. The package 10 
retains and encloses the array of gum sticks 2 as Will be 
described beloW. A reclosable opening panel 80 provides 
selective access to the contents 2 Within the package 10. 
[0051] As is knoWn, gum sticks may be elongate rectangu 
lar shaped members that are individually Wrapped With a 
Wrapper 4 in a conventional fashion. The Wrapper 4 may be a 
rectangular shaped member typically made of paper or foil. 
Typically, the longitudinal edges of the Wrapper are over 
lapped and the ends of are turned over against the stick to 
enclose the stick. 
[0052] FIG. 1 shoWs gum sticks 2 contained in Wrappers 4, 
Where the gum sticks Were individually Wrapped prior to 
being placed in the package 10. The Wrapper 4 may be a single 
sheet or may include one or more sheets or layers. It is noted 
that the gum sticks 2 can be placed in an array directly into the 
package, Without being individually Wrapped. 
[0053] While FIG. 1 shoWs the sticks 2 oriented Within the 
package 10 in one direction, it is contemplated that the sticks 
couldbe oriented in a direction perpendicular to that shoWn in 
FIG. 1. Alternatively, the sticks 2 may be oriented in another 
direction so long as When the opening panel 80 is in an open 
position, access to the sticks is provided. 
[0054] FIG. 1 also shoWs the gum sticks 2 aligned in a 
single roW. It is to be understood that the gum sticks (Wrapped 
or not) can be placed in a face-to-face manner, i.e., in tWo or 
more columns to form the array. When tWo or more columns 
are provided, each roW may be encircled partially or com 
pletely by a Wrapper to better contain the individual gum 
sticks. The array of gum sticks is placed in the package 10 and 
are retained and enclosed. A portion of the inside of the 
package 10 may contain an adhesive to releasably secure the 
gum sticks until the consumer removes them from the pack 
age 10. 
[0055] Although it is not depicted, it is contemplated that 
one or more gum sticks may be contained Within a ?exible 
package 10 and that one or more ?exible packages 10 may be 
provided in a container 800 as described beloW. Because the 
package 10 and the container 800 are intended to be reclos 
able, as described in more detail beloW, the package is pro 
vided With a tamper indicator 950 that Will provide an indi 
cation that the package 10 has been ?rst opened and/or has 
been previously opened. 
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[0056] The package 10 is generally a parallelepiped shape 
and formed of any suitable material. Without being limited, it 
is contemplated that the package 10 can be formed of a 
?exible plastic material, such as polyethylene (including but 
not limited to loW density polyethylene and linear loW-den 
sity polyethylene), polypropylene, mixtures or laminates of 
such, and other ?exible plastics. The package could also be 
formed from metaliZed plastics, paper, laminated paper mate 
rial, or other laminates. While it is contemplated that the 
package can be formed from a variety of suitable materials, 
for ease of understanding and description the package 10 and 
its construction Will be described as being formed from a 
?exible plastic material such as polypropylene. 
[0057] In general, the package is a laminated sheet having 
an inner layer and an outer layer. Each of the inner layer and 
outer layer or both may be a single layer or may include a 
plurality of layers that act as a single layer for purposes of the 
present invention. Accordingly, in one aspect, the package 10 
is formed from a laminate 30 that includes a polypropylene 
?lm and optionally a polyethylene ?lm. For example, the 
package 10 may be formed from a laminate 30 that includes a 
metal layer 122 disposed betWeen tWo layers of polypropy 
lene 42, 120. 
[0058] Turning noW to FIG. 2, one method of forming of 
one embodiment of the package 10 Will be explained. Brie?y, 
this method includes creating a laminate from a ?rst and 
second material, scoring each side of the laminate, cutting the 
laminate, ?lling the laminate With the desired contents, form 
ing the package, and sealing appropriate areas to provide the 
package 10. While several methods of forming the package 
10 are described beloW, each Will produce a package having 
the features identi?ed and shoWn in FIGS. 1 and 7. 

[0059] Accordingly, an outer layer of material 40 may be 
unWound from a Web (not shoWn). The outer layer 40 may be 
formed of polypropylene having a ?rst side 44, a second side 
46, a longitudinal direction 48, and a lateral direction 50 as 
shoWn in FIGS. 2 and 6. Desirably, the polypropylene is an 
oriented polypropylene With the orientation in the lateral 
direction 50. As one skilled in the art Will appreciate, orien 
tation in this direction provides a higher resistance to tearing 
in the longitudinal direction 48 as compared to the lateral 
direction 50. While FIG. 2 depicts a continuous layer of 
material, the ?gure also identi?es a ?rst end 52 and a second 
end 54, Which When cut and joined to each other in a later 
operation Will form the bottom 22 of the package. 
[0060] The ?rst side 44 of the outer layer 40 is patterned 
With adhesive so that another layer may be adhered to the ?rst 
side 44 of the outer layer 40. The second side 46 of the outer 
layer 40 Will form the outer surfaces of the package 12 and 14, 
as Will become clear. Typically, the outer layer 40 is patterned 
With a permanent laminating adhesive 70 and a releasable 
adhesive 72 (such as a pressure sensitive adhesive) as it is 
being unWound and before it is adhered to an inner layer 100. 

[0061] FIG. 2 shoWs one pattern of adhesive application. As 
shoWn in FIG. 2, a fold line 60 is depicted at about the middle 
of the longitudinal length of the outer layer 40. It is to be 
understood that the fold line 60 is not provided on the outer 
layer 40 but instead it represents the portion of the outer layer 
40 Where the laminate 30 Will be folded in a later operation to 
create the top 20 of the package 10. The fold line 60 de?nes a 
top section 62 and a bottom section 64 of the outer layer 40 
that Will de?ne an inner back surface 18 and an inner front 
surface 16 of the package 10, respectively. 
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[0062] In the embodiment shown in FIG. 2, a permanent 
laminating adhesive 70 Well known to those of skill in the art 
is applied to a suf?cient portion of the top section 62 of the 
outer layer 40 and only to a portion of the bottom section 64. 
The permanent laminating adhesive 70 may be applied to the 
entire portion of the top section, if desired. Put another Way, 
the laminating adhesive 70 is distributed throughout a sur 
rounding region 63 (explained later in connection With the 
marginal region) to at least the extent necessary to effectively 
join the inner layer 100 and the outer layer 40 to alloW the 
package 10 to function as intended. The laminating adhesive 
70 may be applied evenly throughout the entirety of the 
surrounding region 63 . Alternatively, it may be applied evenly 
to key areas Where delamination could otherWise occur. It is 
also contemplated to provide the laminating adhesive 70 as a 
repeating or random pattern in discrete areas such as by using 
a dot matrix or cross hatch patterns. Of course, one or more 

combinations could also be used. 

[0063] In the bottom section 64, a ?rst smile area 82 is 
de?ned. The ?rst smile area 82 includes a releasable adhesive 
72 such as a releasable pressure sensitive adhesive knoWn to 
those of skill in the art. An adhesive-free area 74 may be 
provided adjacent to at least a portion of the releasable adhe 
sive area 72. A releasable adhesive 72 functions to join the 
outer 40 and inner 100 layers and it has a relatively loW bond 
force to alloW easy separation of the outer 40 and inner 100 
layers. In addition, the releasable adhesive is capable of re 
adhering the outer 40 and inner 100 layers a suf?cient number 
of times (i.e., a su?icient number of iterations of joining and 
separating the layers). An adhesive-free area 74 may be pro 
vided adjacent to at least a portion of the releasable adhesive 
area 72. The adhesive-free area 74 does not contain any adhe 

sive, the reasons for Which Will become apparent upon further 
reading of the description. 
[0064] FIG. 3 shoWs an alternative pattern of applying the 
adhesive to the ?rst side 44 of the outer layer 40. This pattern 
is similar to that of FIG. 2 except that the adhesive-free area 
74 is limited simply to a tongue portion 84. 

[0065] Turning noW to FIG. 4, an inner layer 100 is shoWn. 
The inner layer of material 100 may be unWound from a Web 
(not shoWn). The inner layer 100 may be formed from any 
suitable material as noted above. The material desirably is 
formed from a composite or laminate such that one layer can 
be scored With a laser While the other layer resists scoring. For 
example, the material may be a laminate of paper and metal or 
foil, or a laminate of a ?exible plastic material and metal or 
foil. In one aspect of the present invention, the inner layer 100 
is a formed from metaliZed polypropylene, i.e., a layer of 
polypropylene 120 and a layer of metal 122 provided on one 
side of the polypropylene 120. 
[0066] The inner layer 100 has a ?rst side 102 (best seen in 
FIG. 6), a second side 104 (best seen in FIG. 4), a longitudinal 
direction 106 and a lateral direction 108. Desirably, the 
polypropylene is an oriented polypropylene With the orienta 
tion in the lateral direction 108. 

[0067] As the inner layer of material 100 is unWound, the 
?rst side 102 of the inner layer 100 is joined With the ?rst side 
44 of the outer layer 40. The outer layer 40 and the inner layer 
100 are laminated in a manner such that the layer of metal or 
foil 122 is disposed betWeen the layers of the polypropylene 
42 and 120 and such that a laminate 30 is formed. In other 
Words, the layer of metal 122 is in contact With the adhesive 
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70, 72 provided on the ?rst side 44 of the ?rst layer 40. 
Desirably, the inner layer 100 is securely adhered to the outer 
layer 40. 
[0068] Optionally, a heat-sealing layer 124 such as a layer 
of polyethylene may be provided on the second side 104 of 
the inner layer 100. Alternatively, other layers may be pro 
vided on the second side 104 or the inner layer 100, as is 
knoWn to those of skill in the art. 
[0069] FIG. 4 shoWs the second side 104 of the inner layer 
100. It is to be understood that FIG. 4 also shoWs the laminate 
30 With the second side 104 of the inner layer 100 visible. 
While FIG. 4 depicts a continuous layer of laminate, the 
?gure also identi?es a ?rst end 103 and a second end 105, 
Which, When cut and joined to each other by folding along 
fold line 110 in a later operation, Will form the bottom 22 of 
the package. It is to be understood that the fold line 110 is not 
provided on the inner layer 100 but instead it represents the 
portion of the inner layer 100 Where the laminate 30 Will be 
folded in a later operation to create the top 20 of the package 
10. The fold line 110 de?nes a top section 112 and a bottom 
section 114 of the inner layer 100, Which Will form the rear 14 
and front 12 surfaces, respectively. 
[0070] As seen in FIG. 4, a score line 132 is created on the 
bottom section 114 of the second side 104 of the inner layer 
100. Desirably, the scoring may be performed after the lami 
nate 30 is formed. Alternatively, the scoring may be per 
formed before the inner layer 100 is laminated to the outer 
layer 40. Desirably, the score line 132 is created by laser 
scoring and, as shoWn in FIG. 4, can be considered to de?ne 
an inner smile cut 132. The inner smile cut or score line 132 
Will also de?ne an inner smile area 130, as Will become clear 
upon reading the folloWing description. 
[0071] The term score line is means a Weakened line that is 
intended to assist the consumer in separating the material 
along the line. The score line may be a continuous line cut to 
partial depth of the layer or it may be a linear series of 
intermittent cuts to a full or partial depth of the layer. It is 
understood that the score line may be straight, curved, or a 
combination of these along the length of the score line. 
[0072] The scoring is on the polypropylene layer 120 only 
(or the polyethylene and heat seal layers, if a heat seal layer is 
present) and does not score beyond the metal layer 122 (i.e., 
it does not score the ?rst layer). The depth of the laser cut may 
be controlled in a manner knoWn by those of skill in the art to 
provide such precision cutting. Speci?cally, the heat dissipa 
tion of the metal layer (or other laser scoring resistant mate 
rial) reduces the likelihood that it is scored When the poWer of 
the laser is controlled for that purpose. 
[0073] The score line 132 has a ?rst end 131 and a second 
end 133 each of Which is adjacent the fold line 110. Desirably, 
the ?rst end 131 and second end 133 terminate at substantially 
the same lateral location so that the inner smile area 130 is 
substantially symmetric. Consistent With the objectives of the 
present invention, a localiZed Weak portion 135 of the score 
line 132 may be provided betWeen the ?rst end 131 and the 
second end 133. The localiZed Weak portion 135 has a break 
force that is less than the break force of the non-localiZed 
Weak portion of the score line 132. 
[0074] The term break force is used to mean the force 
required to separate the inner smile area 130 from the bottom 
section 114 along the score line. The break force is dictated 
generally by the materials of construction, their orientation, 
and the score line itself, (i.e., hoW many “holes” and hoW big 
the “holes”, hoW far apart are the “holes”). One of skill in the 
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art Would understand that When laser scoring the material one 
or more operating parameters can be varied that Will affect the 
break force. Accordingly, the localized Weak portion 135 Will 
have a ?rst end 137 and a second end 139, each of Which 
de?nes the end point of the localized Weak portion 135 along 
the score line 132. The localized Weak portion 135 is gener 
ally located at the tear propagation location Which generally is 
located near the tongue 84, as Will become clear from the 
description beloW. 
[0075] The top section 112 of the second side 104 of the 
inner layer 100 may include a releasable adhesive 140 applied 
along a line or strip that runs in the lateral direction 108. The 
releasable adhesive 140 may be applied in a continuous or 
intermittent manner according to methods Well knoWn to 
those of skill in the art. This adhesive strip 140 may engage 
some or all of the gum sticks 2 or their Wrappers 4 so that 
When the package 10 is formed; the gum sticks 2 are remov 
ably adhesively retained in the package. As a result, the gum 
sticks 2 may remain positioned in the package 10 even When 
one or more gum sticks 2 are removed. In addition, the adhe 
sive 140 may prevent the gum sticks from becoming inadvert 
ently dislodged from the package 10. 
[0076] Turning to FIG. 5, the second side 46 of the laminate 
30 is shoWn. It Will be understood that FIG. 5 also shoWs the 
laminate 30 With the second side 46 of the outer layer 40 
visible. As seen in FIG. 5, an outer score line 86 is created on 
the bottom section 64 of the second side 46 of the outer layer 
40. The scoring may be performed after the laminate 30 is 
created and can be performed before, simultaneously With, or 
after the scoring is performed on the second side 104 of the 
inner layer 100. Alternatively, the scoring may be performed 
before the lamination process described above. Desirably, the 
score line 86 is created by laser scoring and, as shoWn in FIG. 
6, can be considered to de?ne an outer smile cut 86. The outer 
smile cut or outer score line 86 de?nes an outer smile area 82 

With a tongue 84. The scoring is on the polypropylene layer 42 
only and does not score beyond the metal layer 122 (i.e., it 
does not score the second polypropylene layer 100). The 
depth of the laser cut may be controlled in a manner knoWn by 
those of skill in the art to provide such precision cutting. The 
outer smile area 82 is larger than the inner smile area 130. 
FIG. 6 shoWs a partial side cross sectional vieW of the portion 
of the laminate 30 that has been score cut. 

[0077] In addition, as Will be appreciated from the forego 
ing description, the ?rst or inner score line 132 and the second 
or outer score line 86 are located in a manner With respect to 

each other (e. g. they are laterally offset) to de?ne a marginal 
region 73 betWeen them and to also de?ne a surrounding 
region 63 Which is the area other than the marginal region 73. 
[0078] The score line 86 has a ?rst end 81 and a second end 
83 each of Which is adjacent the fold line 60. Desirably, the 
?rst end 81 and second end 83 terminate at substantially the 
same lateral location so that the outer smile area 82 is sub 
stantially symmetric. Consistent With the objectives of the 
present invention, a localized Weak portion 85 of the score 
line 82 is provided betWeen the ?rst end 81 and the second end 
83. The localized Weak portion 85 has a break force that is less 
than the break force of the non-localized Weak portion of the 
score line 86. 

[0079] The term break force is used to mean the force 
required to separate the outer smile area 82 from the bottom 
section 64 along the score line 86. The break force is dictated 
generally by the materials of construction, their orientation, 
and the score line it, (i.e., hoW many “holes” and hoW big the 
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“holes”, hoW far apart are the “holes”). One of skill in the art 
Would understand that When laser scoring the material one or 
more operating parameters can be varied Which Will affect the 
break force. Accordingly, the localized Weak portion 85 Will 
have a ?rst end 87 and a second end 89, each of Which de?nes 
the end point of the localized Weak portion 85 along the score 
line 86. The localized Weak portion 85 is generally located at 
the tear propagation location Which generally is located near 
the tongue 84. 

[0080] Referring back to FIG. 1, it is seen that one surface 
of the tongue 84 may be printed or patterned With a rubberized 
or elastomeric material to provide a gripping surface. Advan 
tageously, providing such a grip surface may also Work to 
position the tongue in a position Where it can be easily 
grasped by the user. For example, the additional Weight 
caused by the presence of the rubberized or elastomeric mate 
rial may Work to cause the printed surface to lay adjacent the 
front surface 12. While a representative pattern of printed 
material is shoWn in FIG. 1, it is contemplated that the pattern 
could take any suitable and desired shape. 
[0081] After the laminate 30 is formed and score cut, the 
laminate may be Wound to form roll stock (not shoWn). Dur 
ing the package 10 forming operation, the laminate 30 is 
unWound from the roll stock. A portion of the sticks 2 are 
placed adjacent the second side 104 of the inner layer 100 and 
the laminate 30 is folded along the fold line 110. The laminate 
30 is folded such that the top section 112 of the second side 
104 of the inner layer 100 is juxtaposed With the bottom 
section 114 of the second side 104 of the inner layer 100 and 
such that the top section 62 and the bottom section 64 Will 
form the rear 14 and front 12 surfaces, respectively, of the 
package 10. The laminate 30 is then cut and sealed to create 
the bottom 22 and ends 24, 26 of the package 10. Of course, 
it is to be understood that these operations could take place in 
other sequences. For example, the laminate 30 may be 
unWound and cut, after Which the sticks are placed adjacent 
the second side 104 of the inner layer 100. Thereafter, the 
laminate 30 is folded along fold line 110, cut, and then sealed 
to create the bottom 22 and ends 24, 26 of the package 10. 

[0082] Turning noW to FIG. 7, the package 10 is shoWn With 
the outer smile cut 86 visible on the front 12 surface. With the 
above in mind, When it is desired to open the package 10, the 
tongue 84 is lifted or pulled aWay from the front 12 surface. 
Because of the scoring or inner smile cut 132 on the inner 
layer 100 and because the metal layer 122 on the inner layer 
100 is adhered to the outer layer 40, the inner smile cut 132 of 
the inner layer 100 tears together With the outer smile cut 86 
on the outer layer 40. In addition, because the inner smile area 
130 is smaller than the outer smile area 82, and because of the 
prior pattern application of releasable adhesive 72 (as Well as 
the provision of an adhesive-free area 74), a reclosable open 
ing panel 80 is de?ned With releasable adhesive 72 provided 
adjacent the perimeter 88 of the opening panel. Moreover, the 
portion of the opening panel 88 that contains the releasable 
adhesive 72 is in contact With a portion of the metal layer 122 
to provide an effective reclosable seal. 

[0083] It is understood that the releasable adhesive 72 Will 
have a delamination force, by Which is meant the force 
required to separate the opening panel 80 from the package 
along the releasable adhesive 72 portion. The delamination 
force should have a strength suitable to repeatedly maintain 
the opening panel in a closed position yet not be so strong as 
to be an impediment to the opening of the opening panel. 
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[0084] In one aspect a localized Weak portion 85 may be 
provided adjacent the tongue 84. Thus, When the tongue 84 is 
lifted or moved aWay from the front 12 surface, the initial tear 
propagation point Will be in the area of the localiZed Weak 
portion 85 betWeen the ends 87 and 89 so that as the tongue 84 
is moved aWay from the front 12 surface, the opening panel 80 
Will tear along the score line 86 starting at the localiZed Weak 
portion 85 and terminating at the ends 81 and 83. Because the 
inner score line 132 is constructed in a similar fashion as the 
outer score line 86, the inner score line Will operate in a 
similar manner. 

[0085] In addition, it is desirable to provide a delamination 
force of the releasable adhesive 72 that is greater than the 
localiZed Weak portion 85 break force and/ or the break force 
of the score line 86, 132. In this instance, a portion of the 
opening panel 80 Will begin to separate from the package 10 
along the localiZed Weak portions 85, 135 and then along the 
score lines 86, 132 before the opening panel 80 separates 
from the package 10 along the releasable adhesive 72 loca 
tion. It is also desirable to provide the laminating adhesive 70 
With a bond strength that de?nes the amount of force neces 
sary to separate the inner 100 and outer 40 layer such that the 
bond strength of the laminating adhesive 70 is greater than the 
break force of the ?rst score line 132. In this Way, as the 
opening panel 80 is moved aWay from the package 10, the 
inner layer 100 is carried With the outer layer 40 in the sur 
rounding region 63 of the opening panel 80. 
[0086] Turning noW to FIG. 8, another method of making 
the package 10 is shoWn. In this embodiment, a ?rst laminate 
150 is formed to de?ne a front surface 152. The ?rst laminate 
150 may be formed in the same manner described above in 
connection With the formation of the laminate 30, except that 
the laminate Will not be folded. Instead, a second material 154 
Will be used or formed to de?ne a back 156 surface. The 
second material 154 may be formed from any suitable mate 
rial such as polypropylene, polyethylene, laminates, or other 
materials that can effectively seal With the ?rst laminate 150 
to provide a closed package 10 according to the present inven 
tion. 
[0087] The ?rst laminate 150 Will be scored in the manner 
described above to provide a reclosable opening panel 80 in 
the same manner as described above. Thereafter, each of the 
edges of the ?rst laminate 150 and the second material 154 are 
sealed to create a closed package 10. 

[0088] Turning noW to FIG. 9, another method of making 
the package 10 is shoWn. In this embodiment, a laminate 330 
is made in the same manner as described above, except, as 
seen in FIG. 9, the laminate Will have three sections 302, 304, 
306 With tWo fold lines 308, 310. In addition, the ?rst section 
302 has a peripheral edge 320 that Will join With a peripheral 
edge 334 provided on the third section 306. To ?nish the 
package 10, the ?rst section 302 and the third section 306 are 
folded aWay from the outer smile cut 86 and toWard each other 
after the product has been inserted. The peripheral edges 320 
and 334 are sealed, such as by heat sealing or other suitable 
means. Alternatively, a ?n seal 350 as shoWn in FIG. 1011 or a 
lap seal 360 as shoWn in FIG. 10b may be created at the rear 
of the package 10. Of course, other knoWn seals may be 
created as is knoWn to those of skill in the art. 

[0089] Turning noW to FIG. 11, another embodiment of the 
manufacturing process of the present invention is depicted. A 
?rst structure 440 is formed by joining a ?rst layer 442 With a 
second layer 446. The ?rst layer 442 may be advanced from a 
supply roll 444 and the second layer 446 may be advanced 
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from a different supply roll 448.Adhesive 450 may be applied 
to the ?rst layer 442, the second layer 446, orboth. Thereafter, 
the ?rst layer 442 and the second layer 446 may be joined in 
a laminating station 452 to form the ?rst structure 440. 
[0090] Alternatively, the ?rst structure 440 may be supplied 
from a roll of preformed ?rst structure laminate 600 (as best 
seen in FIG. 15). In addition, While FIG. 11 shoWs the ?rst 
structure 440 being formed from tWo ?lm layers, it is con 
templated that the ?rst structure 440 could be formed from 
more than tWo layers, e.g., from three or more layers. In 
addition, the formed ?rst structure 440 could be rolled up on 
a spool 600 for later processing, as described beloW. 
[0091] Various materials can be used for the layer(s) of the 
?rst structure 440, including polymers such polyesters, poly 
ole?ns (including homopolymers and copolymers), polya 
mides, and others; paper; metal foil; and the like. Advanta 
geously, When metal foil is used as an inner layer, it alloWs 
partial scoring through the outer layer While maintaining 
structural integrity for later operations such as scoring, batch 
rolling, transporting, batch unrolling, and the like. 
[0092] The ?rst structure 440 may then be advanced by 
suitable Web driving and handling equipment (not shoWn) to 
an optional print station 480 comprising a printing apparatus, 
such as a rotogravure printer or the like, for printing graphics 
and/or indicia on the ?rst structure by applying inks to a 
surface of the ?rst structure 440. In one embodiment of the 
invention, the ?rst structure 440 includes an outer layer that is 
substantially transparent and may be reverse-printed in the 
print station so that the inks Will be visible through the ?rst 
structure 440. The inks may be applied to the surface of the 
?rst structure 440 that is subsequently laminated to another 
structure, as described beloW; from the opposite side of the 
?rst structure, Which Will form an exterior of a package 10 
constructed from the laminate 430 created according to this 
embodiment. 
[0093] Prior to printing the ?rst structure 440 at the print 
station 480, the surface of the ?rst structure 440 to be printed 
can be treated by a corona discharge or ?ame treatment appa 
ratus 482 to render the surface more-receptive to the inks 
and/or to render the surface more-readily bondable to the 
pressure-sensitive adhesive that is subsequently pattem-ap 
plied to the surface as described beloW. 
[0094] FolloWing the optional corona/ ?ame treatment and/ 
or optional printing operation, the ?rst structure 440 may be 
advanced to the next processing stage or it may be rolled up 
onto a spool 602 (as best seen in FIG. 15) and stored for 
subsequent processing operations. 
[0095] The ?rst structure 440 either from the previous pro 
cessing step or from roll 602 is advanced to a scoring station 
520 Where a ?rst score line 86 (FIG. 7 and FIG. 13) is formed 
through the thickness of the ?rst structure 440. The ?rst score 
line 86 is in registrationWith (i.e., coincides With) the printing 
of the graphics or indicia or other features. The ?rst score line 
86 extends substantially through the thickness of the ?rst 
structure 440. 

[0096] The ?rst scoring station 520 can comprise a laser. 
The use of lasers for scoring through ?exible materials is 
generally knoWn, for example as described in Us. Pat. Nos. 
3,909,582 and 5,229,180, the contents ofWhich are incorpo 
rated herein by reference. The depth of the score line formed 
by the laser can be regulated by regulating the poWer output or 
beam intensity of the laser beam, the Width or spot siZe of the 
laser beam, and the amount of time a given spot on the ?lm 
surface is irradiated by the beam. These factors generally are 
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selected based on the characteristics of the material being 
scored. Some materials are more readily scored by lasers than 
other materials, as known in the art. 

[0097] As noted, the ?rst score line 86 should be in regis 
tration With one or more features such as printing, indicia 
marks, the location of the outer perimeter of the pressure 
sensitive strip 492 (and the outerperimeter of the tongue 84 or 
thumb tab 500, if present). To accomplish this registration, the 
operation of the laser is controlled to be synchronized With the 
advancement of the ?rst structure. A sensor disposed adjacent 
the ?rst structure can be used to detect a feature on the ?rst 
structure (such as printing) Whose location in relation to the 
strip of pressure-sensitive adhesive 492 is knoWn, and the 
sensor’s output signal can be used by a suitable controller (not 
shoWn) for controlling the laser. Subsequent to the scoring, 
the ?rst structure 440 may be rolled onto spool 604 for sub 
sequent processing (as best seen in FIG. 15). 
[0098] After scoring, the ?rst structure 440 may be 
advanced (either from spool 604 or from the previous con 
tinuous scoring station 520) to a ?rst adhesive application 
station 490 at Which a pressure-sensitive adhesive 492 (re 
leasable adhesive) may be applied to the ?rst structure 440 in 
a predetermined pattern that recurs at regular intervals along 
the lengthwise direction of the ?rst structure 440. The prede 
termined pattern may be in the form of a strip of various forms 
or shapes. As illustrated, one shape for the strip pattern may 
be generally U-shaped or smile shaped, for reasons that Will 
become apparent. Other shapes for the pattern can be used. 
The pattern can include a region that is free of adhesive 500 
and that Will ultimately form a thumb tab or grasping portion 
of the ?rst structure 440 as further described beloW. 

[0099] The pressure-sensitive adhesive 492 can comprise 
various compositions. Pressure-sensitive adhesives form vis 
coelastic bonds that are aggressively and permanently tacky, 
adhere Without the need of more than a ?nger or hand pres 
sure, and require no activation by Water, solvent or heat. 
Pressure-sensitive adhesives are often based on non 

crosslinked rubber adhesives in a latex emulsion or solvent 
bome form, or can comprise acrylic and methacrylate adhe 
sives, styrene copolymers (SlS/SBS), and silicones. Acrylic 
adhesives are knoWn for excellent environmental resistance 
and fast-setting time When compared With other resin sys 
tems. Acrylic pressure-sensitive adhesives often use an acry 
late system. Natural rubber, synthetic rubber or elastomer 
sealants and adhesives can be based on a variety of systems 
such as silicone, polyurethane, chloroprene, butyl, polybuta 
diene, isoprene, or neoprene. When the packaging laminate of 
the invention is to be used for food packaging, the pressure 
sensitive adhesive generally must be a food-grade composi 
tion. Various pressure-sensitive adhesives are approved by the 
Us. Food and Drug Administration for use in direct food 
contact, as regulated by 21 CFR Part 175.300. Food-grade 
pressure-sensitive adhesives are preferred for use in the 
present invention. Additives (e. g., particulates or the like) can 
be added to the pressure-sensitive adhesive to reduce the 
tenacity of the bond to the second structure 460, if necessary, 
so that the pressure-sensitive adhesive 492 readily detaches 
from the second structure 460 on opening (particularly on the 
very ?rst opening). 
[0100] While denoted as a pressure-sensitive adhesive, the 
use of a cohesive is also contemplated. In this regard, the term 
“cohesive” refers to a material that is an adhesive that only 
sticks to a cohesive surface, most commonly to another layer 
of itself. Cohesives are commercially available from a sup 
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plier such as Henkel and the particular cohesive composition 
is not a feature of the present invention. Typically, the cohe 
sive is applied to the ?rst structure 440. The desired cohesive 
is such that, although it is applied to the ?rst structure 440, a 
portion of the cohesive is transferred to the portion of the 
outer structure 460 juxtaposed With the area on Which the 
cohesive is applied. In addition, the cohesive is formulated 
such that the bonding al?nity betWeen the cohesive and either 
of the ?rst structure 440 and the second structure 460 is 
greater than the bonding al?nity betWeen the cohesive on 
each of the ?rst and second structure so that the portions 
containing the cohesive are rebondable or reclosable. 

[0101] The pattern of pressure-sensitive adhesive 492 is 
applied to the ?rst structure 440 at regular intervals along the 
?rst structure 440. The spacing or index distance d betWeen 
the patterns can correspond to a dimension, such as a length, 
of packages 10 to be produced from the laminate 430. 
[0102] The adhesive application station 490 can comprise 
any suitable device capable of accurately applying the pres 
sure-sensitive adhesive 492 to the ?rst structure 440 in the 
desired pattern at regular intervals along the ?rst structure 
440. For example, the adhesive application station 490 can 
comprise one or more gravure rolls that pick up the pressure 
sensitive adhesive 492 from a reservoir on the outer surface of 
the roll such that the adhesive ?lls one or more recessed areas 
in the surface. A doctor blade may then be used to scrape off 
excess adhesive so that it remains essentially only in the 
recessed area(s). The ?rst structure 440 may be contacted by 
the gravure roll With a backing roll that may be used to 
provide support on the opposite side of the ?rst structure 440. 

[0103] After application of the pressure-sensitive adhesive 
492, the ?rst structure 440 may be advanced to a dryer 496 
such as an oven or the like, to dry the pressure-sensitive 
adhesive 492. The ?rst structure 440 may then advanced to a 
second adhesive application station 51 0 at Which a permanent 
laminating adhesive 512 is applied to the ?rst structure 440 in 
such a manner that a suf?ciently large proportion of the sur 
face is covered by the permanent laminating adhesive 512 to 
permit the ?rst structure 440 to be adhesively attached to a 
second structure 460 at a doWnstream laminating station 530. 
Alternatively, the ?rst structure 440 may be advanced to the 
second adhesive application station 510 before being 
advanced to the dryer 496. Thereafter, the ?rst structure 440, 
Which contains both the pressure-sensitive adhesive 492 and 
the permanent laminating adhesive 512, is advanced to the 
dryer 516 to dry the adhesives. 
[0104] The permanent laminating adhesive 512 does not 
cover the pressure-sensitive adhesive 492. Furthermore, 
When the pattern of pressure-sensitive adhesive 492 includes 
an adhesive-free region 500 (74) to form a thumb tab or 
grasping portion as previously noted, the pattern of the per 
manent laminating adhesive 512 also does not cover the adhe 
sive-free region 500 (74). Thus, the permanent laminating 
adhesive 512 should be applied by an apparatus capable of 
accurately applying the permanent laminating adhesive 512 
in a predetermined pattern, in registration With the pressure 
sensitive adhesive 492 but not covering it or the adhesive-free 
region 500 (74), if present. A suitable adhesive application 
device can be a gravure roll of the type previously described. 

[0105] The permanent laminating adhesive 512 can com 
prise various compositions. Suitable examples include tWo 
component polyurethane adhesive systems, such as Tycel 
7900/7283 available from Henkel. 














