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57 ABSTRACT 

A novel identification card made from a laminated pre 
formed card blank. The blank has a transparent enve 
lope joined along at least one edge with a flap opening 
to receive personal identification data, such as the pho 
tograph of a card holder. An opaque printable core is 
laminated to the inner side of the envelope's upper leaf 
and carries such preprinted information as may be 
common to cards generally such as the address of the 
issuing institution. The card preform is personalized by 
insertion of the personal identification of the particular 
card holder. 

The disclosure includes a laminating system and 
method utilizing the novel card blank. The system uses 
a portable laminating press into which an unsealed card 
is dropped edgewise. The width of the card is vertical 
as it passes through a pair of closely spaced vertical 
heating platens. Laminating rolls engage the card and 
control its rate of descent or heating dwell between the 
platens and apply the correct laminating pressure for 
bonding. 

4 Claims, 7 Drawing Figures 
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PORTABLE LAMINATING PRESS WITH 
VERTICAL FEED AND A PAR OF LAMINATING 

ROLLS 

CROSS REFERENCE TO RELATED PATENTS 

United States Letters Pat. Nos. 3,417,497 and 
3,413,171 respectively entitled “Identification Card' 
and "Process of Making Identification Cards,” both is 
sued to Donald F. Hannon. 

BACKGROUND OF THE INVENTION 
The invention pertains generally to the art of making 

laminated articles and particularly wallet-sized identifi 
cation cards. ID cards in general use today by banks, 
universities and other institutions commonly have a 
protective plastic covering which is either embossed 
with the personal data of the card holder or encases a 
printed data card. Increasingly a photograph of the 
card holder is included for added security. The inven 
tion pertains to a new system for making such cards 
employing a preformed card blank which may be per 
sonalized in any one or a combination of the ways indi 
cated. 

THE PRIOR ART 

Various types of ID cards are in use which provide a 
high degree of security. For example, the type of card 
disclosed in the referenced patents has a thin, printed 
core sheet which carries the personal data of the card 
holder. The surfaces of the core sheet are provided by 
a low softening temperature copolymer. The core is 
sandwiched between tough, transparent, plastic cover 
ing sheets comprised of multilayer materials. The inner 
layers of the covering sheets, or layers adjacent the 
printed core, will be formed of a copolymer having a 
low softening temperature like the coating on the 
printed core. The outer or remote layer is of a polyester 
film. Expressed another way, the polyester film is poly 
merized polyethylene glycol ester. This material is sold 
commercially by the Du Pont de Nemours Company 
under the trademark "Mylar.' ... 
The application of heat and pressure softens and 

bonds the inner layers while the remote layers remain 
firm and do not become tacky or stick to the rolls of the 
laminating press. The printing on the core becomes sus 
pended between the fused or softened copolymer lay 
ers during lamination. The laminated card thus formed 
is an integrally bonded structure which is then die cut 
to the proper size. 
Often it is desirable for the card-holder's picture to 

be included as part of the personal data. Typically, the 
picture is a Polaroid print or die cut photograph of the 
individual. This may be placed on the printed core 
sheet at a designated location and in the process of lam 
ination becomes suspended between the inner fused 
copolymer layer of the protective covering sheet and 
the coating on the core. Further protection against 
tampering is gained where a grid-like pattern is printed 
over the copolymer layer which overlies the photo 
graph. During lamination this printed grid is, in part, 
transferred to the face of the photograph so that any 
attempt to cut around and lift out the photograph is de 
feated and any heat applied to the card will cause the 
pattern to distort, giving indication of tampering. 
Such security precautions are considered necessary 

where numerous card holders are involved. Merely 
showing the card entitles the holder to the benefits of 
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2 
fered by the issuing institution and rapid identification 
becomes a vital factor. This is especially true where 
credit cards issued by banks and student identification 
cards issued by universities and colleges are involved. 
Also the issuing process, where great numbers of cards 
are involved, necessarily involves much preparation 
and has become an expensive and time-consuming op 
eration. 
For example, where a photograph is included the 

card holder must appear at an appropriate location for 
photographing. Typewritten data sheets must be pre 
pared. Usually issuing centers will not have high-speed 
embossing equipment and if data is to be embossed on 
the card, conventional, slow graphotype embossing ma 
chines must be available. A laminating press for feeding 
and laminating the plastic sheets to make the cards 
must be supplied as well as die cutting equipment for 
cutting out the finished cards. 
A prior art laminating press capable of making the 

cards described in the referenced patents will ordi 
narily have coils of the plastic material fed continu 
ously in strips along a horizontal path. The card loca 
tions on the strips are “personalized' by placing the 
personal data information between the strips. The 
strips are then brought together from above and below 
the pass line, heated, and passed between laminating 
rolls of the press. The cards themselves are then die cut 
from the laminated strips and the scrap material dis 
carded. 

SUMMARY OF THE PRESENT INVENTION 

The present invention affords an improved card lami 
nating system utilizing a preformed card blank and lam 
inating press especially designed to laminate the pre 
formed blanks. - 

In accordance with the invention, the preformed card 
blank comprises an envelope precut to size and having 
an open flap. The envelope includes transparent sides 
made of polyester outer layers and copolymer inner 
layers. A separate, preprinted core of the same size 
having a copolymer coating on one side and a narrow 
coating strip on the opposite side adjacent one edge is 
bonded between the envelope's sides. The inner co 
polymer layers of the envelope sides have a softening 
temperature the same as that of the copolymer coating 
of the core. The envelope and core are prelaminated 
forming a composite preformed card blank including 
one side completely bonded to the preprinted core 
while the opposite side is substantially free and can be 
flapped open, hinging where the bond is formed with 
the narrow coating strip on the back side of the core. 
The preprinted core will carry any general data, such 

as the name and address of the issuing institution. A 
separate personal data sheet may be inserted before 
final lamination. The personal data sheet may be pre 
pared in advance and include information such as the 
card holder's name, home address, social security num 
ber and the like. As used herein, the term "personal 
ized' will here refer exclusively to the step in the lami 
nating process where the preformed card blank is pre 
pared for issue to the card holder by the insertion of 
personal data as opposed to information common to 
the cards generally inserted during prefabrication of 
the card blanks. 

In one embodiment, a cutout is provided in the core 
which affords a window in the envelope. Access to the 
window is provided by hinging open the back flap. The 
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window will normally receive a photograph of the card 
holder, whose picture has been previously die cut to ap 
propriate size for the window, and, when inserted, ap 
pears, cameo-fashion, visible through the front of the 
preformed card blank. 

In the invention personalizing the card blanks be 
comes simply a matter of inserting a personal data 
sheet and/or taking the photograph of the prospective 
card holder, die cutting the picture to size, inserting it 
in the card blank, and laminating the back flap of the 
envelope closed. No subsequent die cutting of the card 
blank is required since it is preformed to the required 
SZe. 

In addition, the present invention contemplates a 
portable laminating press especially designed for use in 
laminating the preformed card blanks. In connection 
with this aspect of the invention, a laminating press is 
provided having a pair of vertical heating platens which 
define sides of a vertical card feed path. Each platen 
has a feed roll recess. A laminating roll is rotatably 
mounted in each recess. Since the rolls are in these 
platen recesses, only a small arcuate portion of each is 
at any given moment out of direct heat transfer rela 
tionship with its heating platen. The rolls grip the card 
blank and are driven at a speed which, under the grav 
ity feed conditions, provides sufficient dwell of the card 
blanks between the heating platens so that the inner 
layers reach the required laminating temperature and 
bond under pressure afforded by the rolls, while the 
outer polyester layers engaged by the rolls remain firm 
and do not stick to the rolls. 
The invention also contemplates the method of issu 

ing ID cards utilizing a preformed card blank which in 
volves the steps of preprinting general data on a poly 
mer coating applied to a core, bonding the core to a 
transparent protective polymer material on one side 
and partially bonding to a second protective polymer 
material on the opposite side, personalizing the pre 
formed blank by inserting the personal data of the pro 
spective card holder between the protective polymer 
materials, and laminating the partially bonded side 
under sufficient heat and pressure to seal the card 
blank without affecting the prebonded surfaces. 

DESCRIPTION OF THE DRAWINGS 
FIG. 1 is a sectional view of the laminating press 

showing the drive mechanism for the laminating rolls; 
FIG. 2 is a sectional view from a direction opposite 

the view of FIG. 1; 
FIG. 3 is a sectional view of the press with the outer 

housing removed and showing one heating platen piv 
oted upwardly; 
FIGS. 4 and 5 are, respectively top and cross 

sectional views of one form of card blank personalized 
by insertion of the card-holder's photograph as well as 
a personal data sheet, the photograph being visible 
through a window in front of the card; and, 
FIGS. 6 and 7 are top and sectional views of another 

form of card blank in which a personal data sheet and 
for photograph of the prospective card holder is in 
serted and visible from only the back side of the card. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

Referring to the drawings, a portable rotary laminat 
ing press is shown generally at 10. The press has a 
frame 12 which carries a sheet metal housing 14. The 
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4. 
frame 12 supports fixed and movable heating platens 
15, 16. The platens are closely spaced to define a verti 
cal laminating path 17. The platens have roll recesses 
20, 21 respectively. A pair of laminating rolls 22, 23 are 
rotatably mounted along the laminating path and in the 
platen recesses 20, 21 respectively. The laminating 
rolls 22, 23 are driven by a motor 27 through a gear 
train 30. 
Referring now to FIG. 3, showing the press in cross 

section with the outer housing 14 removed, the heating 
platens 15, 16 are relatively large metal bodies. The 
lower portions of these bodies are bored to carry elec 
trical heating elements 31, 32. The platens, when dis 
posed opposite each other, are as shown in FIGS. 1 and 
2, and form a heating zone along the path 17. 
The movable platen 16 is pivotally mounted on the 

frame 12 at 33. The movable platen 16 may be swung 
upwardly exposing the inner parts in the heating zone 
for servicing as shown in FIG. 3. During operation, the 
platens are positioned with flat heat conductive sur 
faces 36, 37 in closely spaced relationship as depicted 
in FIGS. 1 and 2. The platens are about as long as they 
are wide with the roll recesses 20, 21 toward the middle 
and extending transversely thereacross. 
The laminating rolls 22, 23 are soft rubber rolls 

mounted at each end in the frame 12. The rolls are 
each in closely spaced heat transfer relationship with 
the roll recesses 20, 21 except for the portions of the 
rolls which, at any given time, are in rolling engage 
ment along a line of contact in the laminating path. 
The laminating press, according to its preferred form, 

is designed to process preformed card blanks as shown 
in FIGS. 4-7. The blanks 40, 40' have tough, protective 
outer coverings 41, 42 and core assemblies 43, 43'. The 
protective covering sides and core may be made of the 
materials disclosed in the referenced patents. Prefera 
bly the covering sides will be made of a multi-layer hav 
ing a heat softenable copolymer on the inner surface 
adjacent the core and a tough, protective, outer layer 
of polyester film. The core assemblies 43, 43' have 
opaque bases 44, 44", respectively. The bases are of 
suitable material such as paper or vinyl and coated on 
both faces by copolymer. The upper face of each core 
assembly, as viewed in FIGS. 5 and 7, is bonded to its 
covering 41. Thus, the copolymer upper layer of the 
cover 41 are bonded together to form a single layer 45 
in which printing on the surface of the core assembly 
is suspended. 

It is important to note in the present invention the 
back coverings 42 are each free as an opening flap for 
insertion of personal data of the prospective card 
holder. As shown in FIGS. 4 and 5, this data may be a 
photograph 46 and personal data card 47; as shown in 
FIGS. 6 and 7, this data may be a personal data card 47 
which may include thereon the picture 48 of the card 
holder. 
This provision of a flap opening of the back covering 

42 is accomplished by forming a narrow seal at 50 
along the left-hand edges of the cards as viewed in 
FIGS. 5 and 7. This narrow seal is effected, in the em 
bodiment of FIG. 5, between a lower copolymer layer 
51 on the core assembly 43 and a copolymer bonding 
layer 52 of the lower covering 42. In the embodiment 
of FIG. 7 this narrow seal, which functions as a hinge, 
is formed between a covering bonding layer 52 and a 
bonding layer 51" of the core assembly 43'. 
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The difference between the embodiments of FIGS. 4 
and 5 on the one hand and the embodiments of FIGS. 
6 and 7 on the other is in the provision of a see-through 
aperture 53 in the core assembly 43. Thus, in the core 
assembly 43, an aperture is formed at least in the core 
base 44 and the lower bonding layer 51 to receive the 
photograph 46 so that it is visible from the face of the 
card. Alternately, one may form an aperture in the core 
base 44 only, or provide a transparent window in the 
core base only behind which the photograph may be 
positioned for viewing from the face of the card. In the 
embodiment of FIGS. 6 and 7 the photograph, if pres 
ent, is visible only through the back covering layer 42. 
After the personal data card and photograph have 

been inserted in the card blank, the card is simply 
dropped through the feed slot 19 with the narrow seal 
or hinge end 50 entering the laminating machine first. 
When the lamination process has been completed, the 
entire assembly is sealed into a unitary mass with the 
upper or face covering layer 45 bonded to the photo 
graph 46 and the personal data card 47 intimately 
bonded to both the lower bonding layer 51 of the core 
assembly and the bonding layer 52 of the lower cover 
ing 42. Similarly, any portions of the bonding layers 51, 
52 which are in contact around the perimeter of the 
personal data card 47 will be bonded together. Simi 
larly, in the embodiments of FIGS. 6 and 7, the bonding 
layers 51', 52 will each be bonded to the personal data 
card 47 and to one another, 
According to the process of the invention by which 

the preformed card blanks are prepared for issue, the 
bonding layers of the core assemblies are preprinted 
with such general data and information as may be com 
mon to all cards of a given issue. The preformed card 
blanks are first assembled and the face covering is lami 
nated to the core assembly while the back covering is 
bonded to the core assembly along the narrow strip 50. 
The personal data card and photograph of the prospec 
tive card holder are prepared. If the photograph is to 
be inserted in the core aperture 53, it is then die cut to 
the size of the aperture. The cut phogotraph and the 
personal data card 47 are then inserted in the card 
blank, personalizing it to the prospective card holder. 
In the form of card blank shown in FIGS. 6 and 7, the 
personal data is on a separate sheet 47 which may be 
a photographic print including data and the card 
holder's photograph 48. This data sheet 47 is inserted 
with the photograph 48 facing to the rear. 
The card blank is then inserted in an aluminum clip 

(not shown) to hold it flat and this assembly dropped 
in the slot 19 of the portable laminating machine 10. 
The heating platens 16 immediately commence to heat 
the individual card blank within the aluminum clip to 
a temperature in the range of 300 to 375 F. necessary 
to soften the bonding layers 51,51', 52 of the core and 

O 

15 

20 

25 

30 

35 

40 

45 

50 

55 

60 

65 

6 
coverings. While this temperature range is higher than 
that described in the referenced patents, as is necessi 
tated by the relatively thick construction of the card, 
the novel press nonetheless effects a seal without 
smearing the ink on bonding layers. This is achieved 
with the use of very soft rolls 22, 23 of a durometer of 
30 to 35. Further, since the rolls are positioned in the 
semicylindrical recesses 20, 21 they are continuously 
heated to approximately the same temperature as the 
platens and thus make it possible to perform the lami 
nation in a very short vertical pass. After discharge by 
the laminating rolls, the card is completely sealed at the 
edges and requires no finished cutting or other opera 
tion. 
Although the invention has been described in its pre 

ferred form with a certain degree of particularity, it is 
understood that the present disclosure of the preferred 
form has been made only by way of example and that 
numerous changes in the details of construction and 
the combination and arrangement of parts may be re 
sorted to without departing from the spirit and the 
scope of the invention as hereinafter claimed. 
What is claimed is: 
1. In a portable laminating press for laminating pre 

formed identification cards having a separable flap for 
inserting additional personal data; said press having a 
pair of opposed spaced apart heating platens defining 
a laminating path, heating means for heating said plat 
ens, and a drive motor; the combination which com 
prises said heating platens being disposed vertically to 
provide a vertical first laminating zone in said laminat 
ing path; a semi-circular recess in each of said opposed 
platens and extending across the entire cross-sectional 
extent of said opposed platens; each said recess open 
ing into said laminating path in opposed relationship to 
define a second laminating zone below said first lami 
nating zone; a pair of laminating rolls connected to said 
drive motor and mounted for rotation on axes defined 
by the axes of said opposed semi-circular recesses for 
providing heat transfer from each said platen to its as 
sociated laminating roll; and said motor driving said 
heated laminating rolls at a speed effecting lamination 
of cards passing successively through said first and sec 
ond heating zones. 

2. The press of claim 1, in which one of said platens 
and its associated laminating roll is pivotally mounted 
for pivoting out of said laminating path. 

3. A portable laminating press according to claim 1 
wherein the heating platen surfaces are heated to a 
range of from about 300 to 375°F. 

4. The press of claim 1 wherein said laminating rolls 
have a durometer surface hardness within the range of 
30 to 35. 

*k ck . . ck . . ; 


