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Description

BACKGROUND AND SUMMARY OF THE INVEN-
TION

This invention relates to envelope constructions
and, particularly, to envelope constructions for use
with conventional table or desk top laser printers.

Presently, it is difficult for standard business
envelopes to be fed into a table or desk top laser
printer without the addition of a specailly con-
structed envelope feed device. In addition, and
even with this feed device, standard solid-pasted
envelopes will pucker and/or wrinkle when pro-
cessed through a laser printer as a result of the
heat and pressure applied during the printing pro-
cess.

In particular Specification DE-C-3508114 de-
scribes a process for securing together unprinted
sheets efc., in which adhesive is applied to a sheet
by a rising electrostatic charge pattern in conjunc-
tion with a copying or printing process and using a
powdered toner adhesive substance to produce
adhesive areas. Sheets to which this toner has
been applied are brought together after printing
and plastification of the toner adhesive substance
to render it sticky is undertaken after the actual
copying or printing operation.

US Specification No: US-A-4313557 describes
an envelope insert for a magazine including a first
and second sheet with superposed edges and with
areas of adhesive and perforation lines so that the
sheets can be separated from the magazine and
used to provide an envelope.

US Specification No: US-A-3952942 describes
a continuous form mailer comprising two overlying
sheets secured together along peripheral side
edges and having a return envelope portion over a
detachably removable invoice/receipt portion.

US Specification No: US-A-3476307 describes
a foldable mailing piece capable of being folded to
form overlying panels and including a strip of
mounting adhesive to secure the sheet to one
surface of a carrying piece until need for use as a
mailing piece and sealing adhesive along predeter-
mined edges to seal edges of the panels together.

US Specification No. US-A-4031818 describes
apparatus for preparing sealed envelopes with
messages which apparatus includes storing mes-
sage information on a computer system, moving a
single continuous strip of paper across printing
means to print the desired message information on
the continuous strip and thereafter folding and sev-
ering the strip of paper to form separate envelope
units.

European Specification No. EP-A-78967 de-
scribes an envelope assembly including folded
over portions and areas of adhesive covered by

15

20

25

30

35

40

45

50

55

removable barrier coverings.

French Specification No. FR-A-325706 de-
scribes a method of manufacturing double sacks of
strong paper including applying marginal lines of
adhesive and intermediate particles of adhesive.

The present invention solves these problems in
a unique way by utilizing the heat fusing rolls of the
laser printer, which are employed to fix the toner
on the printed substrate, to activate a heat sealable
or heat activatable adhesive provided about three
peripheral borders of at least one of the envelope
forming panels to seal the front and rear panels of
the envelope along the borders to thereby form a
conventional envelope pocket.

More specifically, in the present invention, a
pair of sheets or webs (in discrete or continuous
form) are superimposed and adhesively secured
along a single leading edge thereof. The leading
edge in this context refers to a forward edge rela-
tive to the direction of feeding. The upper and
lower sheets or webs incorporate front and rear
envelope panels with the front panel in direct over-
lying and vertically aligned relationship with the
rear panel. It is also a feature of the invention that
the envelope panels have at least two edges which
coincide with corresponding edges of the web or
sheet to minimize subsequent trimming to finished
form.

The front panel of the envelope includes a
foldable sealing panel portion which is provided on
its rearward face with an adhesive, and preferably
with a rewettable adhesive. Thus, in use, the seal-
ing panel may be folded over the rear envelope
panel and sealed in a conventional manner via
application of moisture to the rewettable adhesive.

The rear sheet or web is provided on its front
face with an antistick composition, and preferably a
moisture barrier composition, directly underlying
the rewettable adhesive on the superimposed fol-
dable sealing panel o prevent accidental and unin-
tended sticking of the sealing panel portion to the
underlying sheet or web during production of the
envelope.

At the same time, the envelope border por-
tions, with the exception of the border defined by
the foldable sealing flap portion, are provided with
a heat activatable adhesive, applied in any conven-
tional manner. The adhesive is preferably applied
only to the front face of the rear panel, but may be
applied additionally or alternatively to the rear face
of the front panel.

To print and finalize the formation of the en-
velope construction, the superimposed webs or
sheets are fed into a printing machine, such as a
toner based table or desk top laser printer, with the
sheets or webs adhered only along the forward
leading edge extending across the sheets or webs,
i.e., transverse to the direction of feeding.
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After the envelope (typically only the front pan-
el) has been printed with return address information
and the like, the webs or sheets are passed be-
tween a pair of heat fusing rollers which not only fix
the toner, but also activate the adhesive about the
three peripheral borders of one of the envelope
panels, so as to securely fasten one panel to the
other and thereby form the envelope, including a
pocket portion sealed on three sides and open on
one side.

Subsequently, the individual envelopes are
separated from the webs manually, or alternatively,
webs or sheets may be fed into a trimming ma-
chine for removal of all or part of the web or sheet
material lying outside the bounds of the envelope
panels. The web portions which do not form part of
the envelope per se, many also be printed and
used as a voucher, invoice, or the like to be in-
serted in the envelope and mailed to a customer,
client, etc.

In one exemplary embodiment, a standard size
10 business envelope may be oriented lengthwise
of standard 8%" (21,6cm) wide webs or sheets in
such a way as to minimize the amount of paper
required to be trimmed. In another exemplary em-
bodiment, the envelope is oriented cross-wise to
the longitudinally extending webs or sheets to form
a smaller envelope in a manner that also minimizes
frimming.

In either case, the webs or sheets may be in
continuous or discrete form. If continuous, trans-
verse lines of perforations extending across the
webs or sheets may be employed to facilitate sep-
aration of the individual envelopes and, if appro-
priate, associated voucher, invoice, or the like. The
separation may occur before or after, but prefer-
ably after the printing operation.

Accordingly, in one aspect, the invention pro-
vides a partially formed envelope for use with a
non-impact printer, comprising a first sheet incor-
porating a front panel of the envelope;

a second sheet incorporating a rear panel of
the envelope; wherein one of said first and second
sheets is provided with a line of heat activatable
adhesive along at least three sides of the panel and
the front panel includes a foldable sealing flap
portion along a fourth edge, the sealing flap portion
having rewettable or pressure sensitive adhesive
applied thereto; characterised in that the first and
second sheets are held together solely by a line of
adhesive located outside the front and rear panels
and a portion of the rear panel lying directly under-
neath the sealing flap portion is provided with an
antistick composition.

The present invention also provides a method
of producing a printed envelope comprising the
steps of:
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(a) aligning a pair of sheets incorporating re-
spectively front and rear envelope panels in
overlying relationship, one of the sheets being
provided with a heat activatable adhesive in
predetermined areas corresponding to periph-
eral edge portions of its envelope panel, said
areas lying on a face of the one sheet which
engages a second of the pair of sheets;

(b) feeding the overlying sheets into a non-
impact printing means for printing indicia on at
least one face of one of said sheets, said non-
impact printing means including heating means;
(¢) characterised in that prior to step (b) said
sheets are fixed together along a single edge by
a line of adhesive located outside the peripheral
edge portions of the envelope panel, and in that
the heating means of the printer is utilized to
activate the heat activatable adhesive in pre-
determined areas to seal the sheets or webs,
thereby forming an envelope pocket.

From the above, it will be appreciated that the
present invention solves particular problems with
respect to the ability and/or ease with which stan-
dard business envelope constructions can be print-
ed by conventional toner-based table or desk top
laser printers. The invention is particularly advanta-
geous in that it reduces the number of steps re-
quired to form and print the envelope, and in that it
enables envelopes to be printed in standard table
or desk top laser printers without requiring spe-
cially designed feed devices heretofore required in
the prior art to align and properly feed conventional
envelopes.

Further objects and advantages of the invention
will become apparent from the detailed description
which follows.

BRIEF DESCRIPTION OF THE DRAWINGS

Figure 1 illustrates a front envelope panel incor-
porated within a sheet or web in accordance
with one exemplary embodiment of the inven-
tion;

Figure 2 illustrates a rear envelope panel incor-
porated within a sheet or web for use with the
sheet or web shown in Figure 1;

Figure 3 illustrates a front envelope panel incor-
porated within a sheet or web in accordance
with another exemplary embodiment of the in-
vention;

FIGURE 4 illustrates a rear envelope panel in-
corporated within a sheet or web for use with
the sheet or web shown in FIGURE 3; and
FIGURE 5 is a schematic diagram illustrating an
envelope printing and sealing process in accor-
dance with the invention.
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DETAILED DESCRIPTION OF THE DRAWINGS

Referring to FIGURE 1, an upper sheet or web
10 of an envelope blank construction is shown, and
includes a forward edge 12, a pair of side edges
14, 16 and a rearward edge 18.

In FIGURE 2, there is shown a lower sheet or
web 20 of an envelope blank assembly, and includ-
ing a forward edge 22, a pair of side edges 24, 26
and a rearward edge 28.

Sheets 10 and 20 are held together in superim-
posed relationship by a line of adhesive 30 extend-
ing along the leading edge 12 of the rearward face
of the upper sheet 10 and along the aligned for-
ward edge 22 of the front face of the lower sheet
20. It will be appreciated, of course, that the adhe-
sive 30 may be applied, alternatively, to only one
of the upper and lower sheets. Adhesive 30 may
be of any conventional type including, but not
limited to, the pressure sensitive type. In either
case, superimposed lines of perforations 32, 42,
formed in sheets 10, 20, respectively, extend adja-
cent and inwardly of the adhesive 30. The lines of
perforations 32, 42 permit separation of the adhe-
sively secured forward peripheral edge portions of
the upper and lower sheets upon completion of the
printing/forming operation as will be described in
greater detail below. As indicated above, in the
event sheets 10 and 20 are in continuous form, a
similar line of perforations (not shown) would ex-
tend along or adjacent the rearward edges 18, 28
to facilitate separation of the individual envelopes
from the continuous sheets or webs.

The sheet 10 is also provided with a perfora-
tion line 34 extending between forward edge 12
and rearward edge 18 which serves as a line about
which an envelope sealing flap, described below,
may be folded in a conventional manner. The sheet
10 also includes a trim line 36 extending substan-
tially parallel and spaced from the line of perfora-
tions 34. It will thus be appreciated that the sheet
10 incorporates a front panel 38 of an envelope
defined by web edges 16 and 18, perforation line
32 and trim line 36. This front panel further in-
cludes a sealing flap portion 40, defined by lines
34 and 36, and foldable about the line of perfora-
tions 34.

Referring again to FIGURE 2, the underlying or
lower sheet 20 incorporates a rear panel 48 of an
envelope, defined by edges 26, 28, a transverse
perforation line 42 which underlies perforation line
32, and a trim line 44 which underlies the line of
perforations 34 in the upper sheet 10.

Thus, it may be seen that trim lines 36 and 44
are offset by the width W of the sealing flap portion
40, so that flap 40 may be folded about line 34 and
over the trim line 44 (ultimately the upper free
edge) of the rear panel 48 in a conventional man-
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ner.

Trim lines 36 and 44 are preferably in the form
of elongated perforations or slits to facilitate manual
removal of the excess web portions which do not
form part of the finished envelope.

It will be understood, of course, that other
tfrimming methods may be employed, incorporat-
ing, for example, an automatic frimming machine.

With reference again to FIGURE 1, it may be
seen that the foldable sealing flap portion 40 is
provided on its rearward face, i.e., the face that
ultimately engages the rearward face of the rear
panel 48 in the folded-over position, with an adhe-
sive pattern 50, extending over substantially the
entire flap portion. Adhesive 50 may be of a con-
ventional rewettable type typically employed in en-
velope construction. One suitable adhesive of this
type is a compounded synthetic resin emulsion
produced by the Craig Adhesives Company and
sold under the name Craigbond 3078S. Other suit-
able rewettable, or pressure sensitive adhesives
may also be used.

With specific reference also to FIGURE 2, it
may be seen that in registration with the rearward
face of flap portion 40, there is provided on the
front face of lower sheet 20, a strip or pattern 52 of
an antistick composition applied to prevent ac-
cidental and unintended sticking of the foldable
sealing flap portion 40 to the lower sheet 20 during
the printing and heat sealing processes.

The antistick composition is preferably of the
moisture barrier type, and most preferably a vege-
table based ink, such as that manufactured by
Colorcon, Inc. and sold under the name NoTox™.
This is a non-toxic and contaminant free ink which
may be ordered in several colors such as yellow,
magenta, blue or black. This latter feature is ad-
vantageous inasmuch as certain color inks may be
more desirable for use with variously colored en-
velope assemblies. Of course, it will be understood
by those skilled in the art that other vegetable
based inks with good moisture barrier characteris-
fics may also be employed. In addition, if the
adhesive pattern 50 comprises a pressure sensitive
adhesive, the antistick composition may comprise a
conventional release liner or coating.

The pattern 52 may extend from an upper
edge 46 (substantially underlying trim line 36) to a
line adjacent trim line 44, thus extending slightly
above and below the adhesive pattern 50 to insure
that sealing flap is not caused to adhere to any
portion of sheet 20 during the entire envelope
forming and printing production process.

The front face of lower sheet 20 is also pro-
vided with strips 54, 56 and 58 of heat activatable
adhesive extending along edges 26, 28 and per-
foration line 42, within the confines of the rear
panel 48 of the envelope construction. It will be
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appreciated that when panels 38 and 48 are heat
sealed along adhesive lines 54, 56 and 58 during
the printing operation, an open-ended envelope
pocket will be formed which can be closed by
sealing flap 40 in a conventional manner. While the
strips 54, 56 and 58 are shown applied to the front
face of the rear panel 48, they may also be applied
to the rearward face of front panel 38.

The heat activatable adhesive may be a waxy
hot melt adhesive particularly designed for preap-
plied heat seal applications, such as that described
herein. One exemplary adhesive is sold by the H.B.
Fuller Company as product No. HM-4199. Other
heat activatable adhesives may also be used.

Turning to FIGURE 5, a schematic diagram is
presented which illustrates the sequence of events
in a process according to an exemplary embodi-
ment of the invention. Thus, sheet feeder 70 feeds
a pair of superimposed sheets 10, 20 preferably in
continuous web form and secured together only
along the adhesive line 30 adjacent the leading
edge 12 of each envelope construction, to a non-
impact printer 72. In this regard, reference is made
again to FIGURE 1 showing the preferred feeding
direction indicated by arrow 60 and noting that the
adhesive line 30 extends transverse to the direction
of feeding.

The blank envelope assembly of this invention
has been specifically designed for use with non-
impact printers and especially for non-impact print-
ers having heat fusing toner based table or desk
top printers, e.g., laser printers.

As the envelope blanks are fed through the
printer, a business logo and/or address are printed,
usually in the upper left hand portion of the front
panel of each envelope (such as area 74 in FIG-
URE 1). The continuous web then passes through
heat fusing rolls, schematically indicated at 76, 78,
which fix the toner and activate the heat sealable
adhesive strips 54, 56, 58 in the border areas of
each envelope to seal the front and rear panels so
as to form an envelope pocket therebetween.

Thereafter, individual envelopes may be sepa-
rated manually from the web by tearing along the
perforation lines 32, 42 and trim lines 36 and 44. If
in continuous form, an additional tear must be
made along edges 18, 28. Alternatively, the web
may be fed to a trimmer 80 which removes at least
the leading edge portion (between lines 32, 42 and
edges 12, 22) of each envelope construction. Fur-
ther trimming along lines 36, 44 may be done here,
or the separated but only partially trimmed en-
velopes may be shipped to the customer for final
frimming. As indicated earlier, one (or both) of the
web portions which do not form part of the en-
velope per se, such as shown at 82 and 84 in
Figures 1 and 2, respectively, may be utilized as
vouchers, invoices, or other inserts for use with the
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envelopes.

It will be appreciated by those skilled in the art
that the envelope shown in FIGURES 1 and 2
represents a standard business envelope, formed
within standard 83" by 11" (21.6cms by 27.9cms)
paper sheets, or sections of continuous sheets.

With reference now to FIGURES 3 and 4, a
second embodiment of the invention is illustrated
wherein a smaller envelope construction is formed
within similar sized sheets or webs.

The envelope construction illustrated in FIG-
URES 3 and 4 is identical in every respect with
that illustrated in FIGURES 1 and 2 with the excep-
tion of size of the envelope and its orientation
relative to the feeding direction of the webs or
sheets. In this regard, reference numerals in FIG-
URES 3 and 4 are identical to those used in
FIGURES 1 and 2, with the addition of a prefatory
"1." Because of the identical construction, the em-
bodiment shown in FIGURES 3 and 4 need not be
described in detail. It is sufficient to indicate that
the envelope has been reoriented relative to the
webs or sheets 110, 120 so that the length dimen-
sion of the envelope extends transverse to the
direction of feeding indicated by arrow 160, rather
than parallel to the direction of feeding as in the
case of the embodiment shown in FIGURES 1 and
2.

In both embodiments, the envelope orientation
is such as to maximize the use of existing edges of
the webs or sheets and thereby minimize the
amount of final frimming required.

While only two envelope sizes and orientations
have been described herein, it will be appreciated
by those of ordinary skill in the art that other
conventional, or customized envelopes may be
formed in accordance with the invention.

It will therefore be appreciated that the present
invention provides a unique solution o the problem
of producing standard or other size envelopes that
can be printed in heat fused toner based table or
desk top laser printers without the addition of a
special envelope feed device, and further provides
manufacturing economies by reducing the number
of both process steps and pieces of equipment
required to form finished envelopes.

While the invention has been described in con-
nection with what is presently considered to be the
most practical and preferred embodiment, it is fo
be understood that the invention is not to be limited
to the disclosed embodiment, but on the contrary,
is intended to cover various modifications and
equivalent arrangements included within the scope
of the appended claims.
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Claims

1.

A partially formed envelope (10, 20) for use
with a non-impact printer (72),

comprising a first sheet (10) incorporating
a front panel (38) of the envelope;

a second sheet (20) incorporating a rear
panel (48) of the envelope; wherein one of said
first and second sheets is provided with a line
of heat activatable adhesive (54, 56, 58) along
at least three sides of the panel and the front
panel includes a foldable sealing flap portion
along a fourth edge, the sealing flap portion
(40) having rewettable or pressure sensitive
adhesive (50) applied thereto; characterised in
that the first and second sheets (10, 20) are
held together solely by a line of adhesive (30)
located outside the front and rear panels (38,
48) and a portion of the rear panel lying di-
rectly underneath the sealing flap portion (40)
is provided with an antistick composition (52).

A partially formed envelope as claimed in
claim 1 characterised in that one of the first
and second sheets (10, 20) incorporates an
envelope insert to be printed by said non-
impact printer.

A partially formed envelope as claimed in
claim 1 or claim 2 characterised in that said
first and second sheets are incorporated in a
respective pair of continuous webs, each sheet
being defined in part by lines of perforations
(32, 42) extending transversely of the respec-
tive webs.

A partially formed envelope according to any
of claims 1 to 3 characterised in that the single
line of adhesive (30) lies outside and adjacent
superimposed lines of perforations (32, 42)
which define the leading edges of said en-
velope panels.

A partially formed envelope according to any
of claims 1 to 4 in which the envelope panels
have at least two edges which coincide with
corresponding edges of the web or sheets.

A method of producing a printed envelope

comprising the steps of:
(a) aligning a pair of sheets (10, 20) incor-
porating respectively front and rear enve-
lope panels in overlying relationship, one of
the sheets (10, 20) being provided with a
heat activatable adhesive (54, 56, 58) in
predetermined areas corresponding to pe-
ripheral edge portions of its envelope panel,
said areas lying on a face of the one sheet
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7.

10.

11.

12,

13.

14.

10

(10, 20) which engages a second of the pair
of sheets (10, 20);

(b) feeding the overlying sheets (10, 20) into
a non-impact printing means (72) for print-
ing indicia on at least one face of one of
said sheets, said non-impact printing means
including heating means;

(¢c) characterised in that prior to step (b)
said sheets (10, 20) are fixed together along
a single edge by a line of adhesive located
outside the peripheral edge portions of the
envelope panel, and in that the heating
means of the printer (72) is utilized to ac-
tivate the heat activatable adhesive (54, 56,
58) in predetermined areas to seal the
sheets or webs, thereby forming an en-
velope pocket.

A method according to claim 6 characterised
in that said sheets (10, 20) are fixed together
along a leading edge (12).

A method according to claim 6 or claim 7 in
which each of the sheets forms part of a con-
tinuous web of such sheets.

A method according to any of claims 6 to 8
characterised in that said sheets define front
and rear panels (38, 48) of said envelope, each
of said panels (38, 48) having a front face and
a rearward face, the front panel (38) including
a foldable sealing flap portion (40).

A method according to claim 9 characterised
in that prior to step (b), the foldable sealing
flap portion (40) is provided on its rearward
face with a rewettable adhesive (50).

A method according to any one of claims 6 fo
10 wherein said panels (38, 48) extend longitu-
dinally in the direction of feeding.

A method according to any one of claims 6 fo
10 wherein said panels extend longitudinally in
a direction fransverse to the direction of feed-

ing.

A method according to claim 10 wherein prior
to step (b), the rear panel (48) is provided on
its front face with a moisture barrier composi-
tion (52) in an area corresponding substantially
to said rewettable adhesive (50) on the fol-
dable sealing flap portion (40).

A method according to claim 13 wherein said
moisture barrier comprises a vegetable-based
ink.
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15. A method according to any one of claims 6 to

14 further including the step of:
(d) trimming the sheets (10, 20) to separate
the envelope therefrom.

Patentanspriiche

1.

Teilweise geformter Umschlag (10, 20) zur
Verwendung mit einem Impakidrucker (72),

mit einem ersten Blatt (10), das eine vor-
dere Lage (38) des Umschlags aufweist;

einem zweiten Blatt (20), das eine hintere
Lage (48) des Umschlags aufweist; wobei ei-
nes der ersten und zweiten Blatter mit einer
Linie aus wirmeaktivierbarem Klebstoff (54,
56, 58) entlang wenigstens drei Seiten der
Lage versehen ist und die vordere Lage einen
falzbaren VerschluBklappenabschnitt entlang
einer vierten Kante aufweist, wobei der Ver-
schluBklappenabschnitt (40) einen wiederbe-
feuchtbaren oder druckempfindlichen Klebstoff
(50) an sich aufweist; dadurch gekennzeichnet,
daB die ersten und zweiten Blatter (10, 20) nur
durch eine Klebelinie (30) zusammengehalten
sind, die auBerhalb der vorderen und hinteren
Lagen (38, 40) angeordnet ist, und ein Ab-
schnitt der hinteren Lage direkt unterhalb dem
VerschluBklappenabschnitt (40) mit einer Anti-
Haftzusammensetzung (52) versehen ist.

Teilweise geformter Umschlag nach Anspruch
1, dadurch gekennzeichnet, daBl eines der er-
sten und zweiten Bldtter (10, 20) einen Um-
schlag-Einschub aufweist, der durch den Im-
pakidrucker bedruckbar ist.

Teilweise geformter Umschlag nach Anspruch
1 oder 2, dadurch gekennzeichnet, daB die
ersten und zweiten Blitter in einem jeweiligen
Paar fortlaufender Bahnen enthalten sind, wo-
bei jedes Blait als Teil durch Perforationslinien
(32, 42) definiert ist, die sich quer zu den
jeweiligen Bahnen erstrecken.

Teilweise gebildeter Umschlag nach einem der
Anspriiche 1 bis 3, dadurch gekennzeichnet,
daB die einzige Klebstofflinie (30) auBerhalb
und neben einander Uberlagernden Perfora-
tionslinien (32, 42) liegt, die die filhrenden
Kanten der Umschlaglagen definieren.

Teilweise gebildeter Umschlag nach einem der
Anspriiche 1 bis 4, bei dem die Umschlagla-
gen wenigstens zwei Kanten haben, die mit
entsprechenden Kanten der Bahn oder der
Blatter zusammentreffen.
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6.

10.

11.

12

Verfahren zur Herstellung eines bedruckien

Umschlages mit folgenden Schritten:
(a) Ausrichten eines Paares von Blittern
(10, 20), die jeweilige vordere und hintere
Umschlaglagen in Ubereinanderliegernder
Beziehung aufweisen, wobei eines der Blit-
ter (10, 20) mit einem wirmeaktivierbaren
Klebstoff (54, 56, 58) in vorbestimmten Be-
reichen versehen ist, die den randseitigen
Kantenabschnitten ihrer Umschlaglage ent-
sprechen, wobei die Bereiche auf einer Fl3-
che des einen Blattes (10, 20) liegen, die
mit einem zweiten des Paares von Blattern
(10, 20) zusammentrifft;
(b) Einflihren der Ubereinanderliegenden
Blatter (10, 20) in eine Impaktdruckvorrich-
tung (72) zum Aufdrucken von Angaben auf
wenigstens einer Fliche der Bldtter, wobei
der Impaktdrucker Erwdrmungseinrichtun-
gen aufweist;
(c) dadurch gekennzeichnet, daB vor dem
Schritt (b) die Bldtter (10, 20) miteinander
entlang einer einzigen Kante durch eine
Klebstofflinie verbunden werden, die auBer-
halb der randseitigen Kantenabschnitte der
Umschlaglagen angeordnet ist, und daB die
Warmeeinrichtungen des Druckers (72) ver-
wendet werden, um den wirmeaktivierbaren
Klebstoff (54, 56, 58) in vorbestimmten Be-
reichen zu aktivieren, um die Bldtter oder
Bahnen miteinander zu verkleben, um so
eine Umschlagtasche zu bilden.

Verfahren nach Anspruch 6, dadurch gekenn-
zeichnet, daB die Bldtter (10, 20) entlang einer
fihrenden Kante zusammengeklebt werden.

Verfahren nach Anspruch 6 oder 7, bei dem
jedes der Blitter einen Teil einer fortlaufenden
Bahn derartiger Blitter bildet.

Verfahren nach einem der Anspriiche 6 bis 8,
dadurch gekennzeichnet, daB die Blitter vor-
dere und hintere Lagen (38, 40) des Umschla-
ges bilden, wobei jede der Bahnen (38, 40)
eine Vorderseite und eine Riickseite hat, und
die vordere Lage (38) einen faltbaren Ver-
schluBklappenabschnitt (40) aufweist.

Verfahren nach Anspruch 9, dadurch gekenn-
zeichnet, daB vor dem Schritt (b) der faltbare
VerschluBklappenabschnitt 40 an seiner hinte-
ren Flache mit einem wiederbefeuchtbaren
Klebstoff (50) versehen wird.

Verfahren nach einem der Anspriiche 6 bis 10,
bei dem die Lagen (38, 40) sich in L&ngsrich-
tung zu der F&rderrichtung erstrecken.
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Verfahren nach einem der Anspriiche 6 bis 10,
bei dem die Lagen sich in Ldngsrichtung in
einer quer zur F&rderrichtung verlaufenden
Richtung erstrecken.

Verfahren nach Anspruch 10, bei dem vor dem
Schritt (b) die hintere Lage (48) auf ihrer Vor-
derseite mit einer Feuchtigkeit abschirmenden
Zusammensetzung (52) in einem Bereich ver-
sehen wird, der im wesentlichen dem wieder-
befeuchtbaren Klebstoff (50) auf dem faltbaren
VerschluBklappenabschnitt (40) entspricht.

Verfahren nach Anspruch 13, bei dem die
Feuchtigkeitsabschirmung eine Tinte auf
pflanzlicher Basis aufweist.

Verfahren nach einem der Anspriiche 6 bis 14,
das des weiteren den Schritt aufweist:
(d) Beschneiden der Blatter (10, 20) um den
Umschlag davon zu trennen.

Revendications

Enveloppe (10, 20) partiellement formée, de-
vant étre utilisée sur une imprimante sans im-
pact (72),

comprenant une premiére feuille (10) com-
portant un panneau (38) de devant de l'enve-
loppe ;

une deuxiéme feuille (20) comprenant un
panneau (48) de derriere de I'enveloppe ; dans
laquelle I'une desdites premiére et deuxiéme
feuilles est pourvue d'une ligne (54, 56, 58)
d'adhésif activable 3 chaud, le long d'au moins
trois cbtés du panneau, et le panneau de de-
vant comprend, le long d'un quatrieme bord,
une partie formant volet de fermeture pliable,
la partie (40) formant volet de fermeture por-
tant de I'adhésif (50) sensible & la pression ou
pouvant étre réhumecié ;

caractérisé en ce que les premiére et
deuxiéme feuilles (10, 20) sont maintenues en-
semble, uniquement par une ligne d'adhésif
(30) située en dehors des panneaux de devant
et de derriere (38, 48) et en ce qu'une partie
du panneau de derriére, située directement
sous la partie formant volet de fermeture (40),
est pourvue d'une composition anti-adhésive
(52).

Enveloppe partiellement formée, selon la re-
vendication 1, caractérisée en ce que l'une des
premiére et deuxiéme feuilles (10, 20) com-
prend un insert d'enveloppe devant étre impri-
mé sur ladite imprimante sans impact.
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Enveloppe partiellement formée, selon I'une
quelconque des revendications 1 ou 2, carac-
térisée en ce que la premiére et la deuxieme
feuilles sont incorporées dans une paire res-
pective de bandes continues, chacune des
feuilles étant définie en partie par des lignes
de perforations (32, 42) s'étendant en travers
des bandes respecitives.

Enveloppe partiellement formée, selon I'une
quelconque des revendications 1 & 3, caracté-
risée en ce que la ligne d'adhésif (30) unique
se situe en dehors de lignes de perforations
(32, 42) superposées et prés de celles-ci qui
définissent les bords principaux desdits pan-
neaux d'enveloppe.

Enveloppe partiellement formée, selon I'une
quelconque des revendications 1 & 4, dans
laquelle les panneaux d'enveloppe comportent
au moins deux bords qui coincident avec les
bords correspondant des bandes ou feuilles.

Procédé pour produire une enveloppe impri-

mée, comprenant les étapes consistant 2 :
(a) aligner une paire de feuilles (10, 20)
incorporant respectivement des panneaux
de devant et de derriere d'enveloppe, su-
perposés I'un & l'autre, l'une des feuilles
(10, 20) étant pourvue dans des zones pré-
déterminées d'un adhésif (54, 56, 58) acti-
vable 3 chaud, correspondant aux parties
formant bords périphériques de son pan-
neau d'enveloppe, lesdites zones étant si-
tuées sur une face de I'une des feuilles (10,
20) qui est en contact avec une deuxiéme
feuille de la paire de feuilles (10, 20) ;
(b) introduire les feuilles superposées (10,
20) dans un moyen d'impression (72) sans
impact, afin d'imprimer des informations sur
au moins une face de l'une desdites feuil-
les, ledit moyen d'impression sans impact,
comprenant des moyens de chauffage ;
(c) caractérisé en ce qu'avant de réaliser
I'étape (b), lesdites feuilles (10, 20) sont
fixées ensemble le long d'un seul bord par
une ligne d'adhésif, située en dehors des
parties formant bords périphériques du pan-
neau d'enveloppe, et en ce que les moyens
de chauffage de l'imprimante (72) sont utili-
sés pour activer I'adhésif (54, 56, 58) activa-
ble & chaud, dans des zones prédétermi-
née, afin de sceller les feuilles ou bandes,
formant ainsi le corps d'une enveloppe.

Procédé selon la revendication 6, caractérisé
en ce que lesdites feuilles (10, 20) sont fixées
ensemble, le long d'un bord (12) d'entraine-
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ment.

Procédé selon I'une quelconque des revendi-
cations 6 ou 7, dans lequel chacune des feuil-
les constitue une partie d'une bande continue
de feuilles de ce type.

Procédé selon I'une quelconque des revendi-
cations 6 a 8, caractérisé en ce que lesdites
feuilles définissent des panneaux (38, 48) de
devant et de derriere de ladite enveloppe, cha-
cun desdits panneaux (38, 48) présentant une
face frontale et une face arriére, le panneau de
devant (38) incluant une partie (40) formant
volet de fermeture pliable.

Procédé selon la revendication 9, caractérisé
en ce qu'avant de réaliser I'étape (b), la partie
(40) formant volet de fermeture pliable est
pourvue sur sa face arriere d'un adhésif (50)
pouvant étre réhumecté.

Procédé selon I'une quelconque des revendi-
cations 6 & 10, dans lequel lesdits panneaux
(38, 48) s'étendent dans le sens longitudinal,
dans la direction d'alimentation.

Procédé selon I'une quelconque des revendi-
cations 6 & 10, dans lequel lesdits panneaux
s'étendent dans le sens longitudinal, dans une
direction transversale 2 la direction d'alimenta-
tion.

Procédé selon la revendication 10, dans lequel,
avant de réaliser I'étape (b), le panneau de
derriere (48) est pourvu, sur sa face avant,
d'une composition (52) formant barrieére & I'hu-
midité dans une zone correspondant sensible-
ment & celle de l'adhésif (50) pouvant &ire
réhumecté, sur la partie (40) formant volet de
fermeture pliable.

Procédé selon la revendication 13, dans lequel
ladite barriére contre I'numidité comprend une
encre & base de substance végétale.

Procédé selon I'une quelconque des revendi-
cations 6 & 14, incluant en outre ['étape
consistant 3 :
(d) découper les feuilles (10, 20) pour sépa-
rer I'enveloppe de celles-ci.
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