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BAG FOR PACKAGING AND
SELLING FRUITAND VEGETABLE
PRODUCE

The invention relates to a bag
that is obtained by heat-welding
five bands to one another,
namely: a central band (2) of low-
density polyethylene; two lateral
mesh bands (3) of bi-oriented
polypropylene; and two side
bands (4) made from the same
material as the central band (2),
being made from closed plastic.
The overlap area, formed by the
stacking of the central band (2)
and the lateral mesh bands (3)
and the stacking of the lateral
mesh bands (3) and the side
bands (4), includes narrow strips
(7) that form part of the strong
attachment system between the
mesh bands (3) and the central
(2) and side bands (4). The area
of the central band (2) at which
the handles of the bag will be
located is provided

with reinforcement portions (6)
having a U-shaped double-
punched element defining a strip
(6') forming a pull-out handle
that can be used to transport



11/177
PN

PNFP
PR
AP
DT
CcT

PA

Tl

AB

12/177

the bag and the contents thereof
by hand.
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SHANGDONG SHUANGYI GROUP CO LTD

(B)

Method for making bright inner surface of glass reinforced plastic product

(A)

The invention discloses a method for making a bright inner surface of a

glass reinforced plastic product, relates to a glass reinforced plastic product forming
process, namely a vacuum bag forming process, and belongs to the technical field of
glass reinforced plastic production. According to the method, after a fiber layer is
spread, strip stripping cloth with the width of 110 to 130 millimetersand a diversion net
are sequentially spread at the position where a resin ingress pipe is arranged, the resin
ingress pipe is spread in the center of the diversion net, and a cut polyester film is
spread between the stripping cloth pieces; and during spreading, the polyester film is
lapped with the stripping cloth, and the lapped size is 15 to 25 millimeters. The method
solves the problems that the inner surface of the product produced by the traditional
making method is rough and has no glossiness and the cost is high. The inner surface of
the product produced by adopting the method is bright, the appearance quality of the
product is improved, and the production cost is reduced.
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- Y02T10/6221 ; B60W2510/244 ;

B60W2520/10 ; B60W2540/04 ;
F17C2201/0109 ;
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F17C2203/0658 ;
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(A1 B4)
BENTELER SGL GMBH & CO KG [DE]

(A1)

Container i.e. liquefied gas tank,
for use in motor vehicle, has
liner formed as container inner
wall area, and container outer
wall area partially or completely
surrounding inner wall area and
made from carbon-fiber material

(A1)

The container (1) has a liner (10)
formed as a container inner wall
area (10') and made from metal
material (11) e.g. stainless steel,
or plastic material, where the
wall area surrounds a container
inner area (l). A container outer
wall area (20) partially or
completely surrounds the inner
wall area, and made from
carbon-fiber material (21) i.e.
carbon fiber- reinforced plastic
material. An adhesive medium
made from resin or phenolic
resin is provided between the
inner and outer wall areas, and
anchorage points in the form of
dwells are formed at an outer
side of the liner. The carbon-
fiber material comprises carbon
multifilament yarns, carbon
multifilament rovings, carbon
multifilament strips, carbon
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multifilament threads and
carbon multifilament core. An
independent claim is also
included for a method for
wrapping a body with a carbon
fiber material.
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(A B)

ZHONG JIANCHANG

(A B)
Method applied in adding sealing reinforcement strips in process of manufacturing
organ zipper bag

(AB)

The invention discloses a method, which can improve the bonding strength of a bag, is
suitable for mass production and is applied in adding sealing reinforcement strips in
the process of manufacturing an organ zipper bag. In the method, a plastic film on the
front plane, the front ends of a left organ surface and a right organ surface and the
sealing reinforcement strips are firstly heat-sealed together, and then concave and
convex embedding zippers, the sealing reinforcement strips and a plastic film on the
rear plane are heat-sealed once, so that the organ zipper bag with the sealing
reinforcing rib can be simply and conveniently produced, the sealing performance of
the bag is enhanced, the processing procedure for producing the whole bag is also
reduced, the production cost is saved and the method is suitable for large-scale
production.
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Y02P70/179
MEYER BURGER AG [CH]

Wire saw for cutting e.g. single % a r L :n;
crystal ingots of raw silicon for

producing silicon wafer utilized

for manufacturing computer chip

in semiconductor industry,

has stripping bars attached to

wire field over breadth of field

cutting surface

The wire saw (1) has stripping
bars (5a, 5b) attached to a
cutting unit engaged wire field
(2) over a breadth of a cutting
surface of the wire field
transverse to a wire direction in
a contact-conclusive manner,
where the stripping bars project
through the wire field.

The stripping bars are made

of plastic e.g. duroplastic,

fiber reinforced plastic,

mineral reinforced plastic and
cotton fabric reinforced plastic
hard tissue, and a draining
surface and/or a

collecting container (7) are
attached to the stripping bars
below the wire field.
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Glass reinforced plastic electrolytic manganese anode chamber

The utility model relates to a glass reinforced plastic electrolytic manganese anode
chamber consisting of two parts, namely, a glass reinforced plastic outer frame and a
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diaphragm cloth bag, wherein the diaphragm cloth bag is arranged in the

glass reinforced plastic frame in a barrel shape, and the upper end and the lower end of
the diaphragm cloth bag are outward upturned and are sheathed in the glass reinforced
plastic frame which is provided with an isolating strip which can lead a cathode plate to
be inserted between two anodes without contacting with diaphragm cloth, and also can
position the cathode plate within correct polar distance so as to be capable of keeping
the up-and-down distance of the two pole plates to be consistent, thus reducing the
power consumption and original auxiliary material consumption when in electrolysis,
improving the quality of the electrolytic manganese and saving production cost.
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YANGZHOU MAXI CUBE TONG COMPOSITE CO LTD
Camping vehicle sealing door device

The utility model relates to a camping vehicle sealing door device, which belongs to the
technical field of the logistic transportation equipment. The utility model is
characterized in that the camping vehicle sealing door device is provided with a foam
sandwich glass fiber reinforced plastic composite door panel; a sealing glass window
for the light to pass through is arranged in the middle of the door panel; drawn
aluminium extruded sections are coated on the periphery of the door panel and on a
doorframe; the door panel covering aluminium extruded section and the door panel,
and the doorframe covering aluminium extruded section and a camping carriage plate
are both adhered by a structural adhesive; an e-type sealing rubber strip is arranged
between the door panel and the doorframe; the e-type sealing rubber strip is fixedly
arranged in a mounting groove designed on the doorframe covering aluminium
extruded section; the e-type sealing rubber strip is of an air bag e-type structure; and the
material of the e-type sealing rubber strip is EPDM(ethylene-propylene-diene rubber)
rubber. The camping vehicle sealing door device has reasonable and simple structure,
easy production manufacturing, rapid assembly, firmness, reliability and good heat
insulation and sealing performances, can be used in various severe environments such
as the cold environment, the extremely hot environment, the dust raising environment,
the heavy rain environment and the like, and has neat, bright and clean and attractive
appearance and convenient opening.
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CONTAINER FOR ROLLS OF FOIL

MATERIAL, HAVING ATOOTHED
EDGE FOR TEARING OFF
PORTIONS OF THIS MATERIAL,
AND METHOD FOR THE
PRODUCTION THEREOF

A container suitable to house
rolls of material in thin foils,

the container being produced in
cardboard and having an edge or
corner thereof along which there

extends a continuous series of
teeth projecting towards the
outside of the box and through

which it is possible to tear and
remove portions of foil material

from the roll. The teeth of the
toothed edge are reinforced
through an adhesive strip

of plastic material with respect to

the remaining part of the

cardboard, to withstand, without
being permanently deformed, the

tearing of a large number of
portions of foil material.
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Composite wall element in shell-type structure for large containers, basins,
accumulator or foundation boxes with chemical and water resistant structure,
comprises linear/curved plate segments with integrated armor and with piping system

The composite wall element comprises linear or curved plate segments made of mineral
cast with integrated armor and with a piping system (4) for transmitting a liquid or
gaseous heat distribution medium or a cooling agent. A reinforcement grating is
inserted in a gap between the plates and an intermediate gap is poured with a filling
mass. An inner wall (1) of the composite wall element is equipped with the piping
system for the heat distribution medium or the cooling agent. An outer wall (2) of the
composite wall element is positioned with a distance to the inner wall. The composite
wall element comprises linear or curved plate segments made of mineral cast with
integrated armor and with a piping system (4) for transmitting a liquid or gaseous heat
distribution medium or a cooling agent. A reinforcement grating is inserted in a gap
between the plates and an intermediate gap is poured with a filling mass. An inner wall
(1) of the composite wall element is equipped with the piping system for the heat
distribution medium or the cooling agent. An outer wall (2) of the composite wall
element is positioned with a distance to the inner wall. A heat insulator (7) is arranged
on the inner side of the inner wall and the free surfaces in the intermediate gap are
structured. The reinforcement grating is displaced and integrated against the plate
joints between the composite wall elements in an overlapping manner. A tie rod is
inserted parallel to the bridging struts and stiffening strips are mounted on the inner
side of the outer wall. The anchorage of the composite wall element is carried out on a
base plate by a supporting pillar, which is fitted in the intermediate gas of the
composite wall element and is anchored below the base plate. The bridging struts
consist of reinforced mineral cast, and are adhesively welded and/or bolted in a
positive and non-positive manner. Profile struts made of metal and glass

fiber reinforced plastic are provided as the bridging struts, and are stuck together
and/or screwed with the inner and outer walls in a positive and non-positive manner.
The bores of the tie rod are concisely locked with mineral cast filler. The

stiffening strips consist of mineral cast, metal or glass fiber reinforced plastic, and are
adhesively welded or screwed with the outer wall. The heat insulator is pressure-
resistant and the heat insulating material consists of igneous rocks, pumice stone, tuff
stone, glass foam body, gas-, light-weight concrete or slag stone. The inner side of the
outer wall and the heat insulator is structured with nipples, polygon recesses and/or
grooves and bulges. The structure of the free perforated surfaces has a grain size of 10-
60 mm. A structural carrier (12) is rolling gravel, broken glass, rough structured cinder
or shredded metal or plastic scrap iron, is directly embedded in the mineral cast mass



of the outer wall or adhesively welded in a film of polymethmethylacrylate, polyester,
epoxide resin or phenyl ester resin fixed with the inner side of the outer wall, and has
an undercut against a bearing surface to the halves. The filling mass consists of
concrete, lean concrete or concrete mixture. The aggregate consists of cinder
granulates, broken glass, shredded rubber from scrap tires, shredded plastic- or scrap
metal and/or consumed molding sands. Anchor pins are used for fixing and fastening
the reinforcement grating in the inner wall. Individual fields of the reinforcement
grating are welded, clampingly screwed, riveted or wired with one another. The
connector for the piping system and remaining supply lines and/or control lines are
arranged on the container wall top. Tubular channels are arranged in the intermediate
gap directly or between the inner wall and the heat insulator for the supply- and/or
control lines. The supporting pillar is anchored below the base plate in single
foundations.
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- (A1 B1)
Container for rolls of foil
material, having a toothed edge
for tearing off portions of this
material

- (A1)
A container suitable to house
rolls (30) of material in thin
foils, the container being
produced in cardboard and
having an edge or corner thereof
along which there extends a
continuous series of teeth
(15,17) projecting towards the
outside of the box and through
which it is possible to tear and
remove portions of foil material
from the roll. The teeth of the
toothed edge are reinforced
through an adhesive strip
of plastic material with respect to
the remaining part of the
cardboard, to withstand, without
being permanently deformed, the
tearing of a large number of
portions of foil material.
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(A1)

NORDENIA D HALLE GMBH [DE]
(B1)

MONDI HALLE GMBH [DE]

(A1B1)
Bag and method for its
production

(A1)

The bag has side walls (2)
arranged between front walls (1),
which are provided with
longitudinal edges (3) connected
to the side walls, where the bag
is made from multilayer plastic
film or paper and foil composite.
The edges are reinforced by seal
seams (4) and reinforcement
strips (9) running in a direction
of the edges. A material layer
forming the front walls and
another material layer forming
side walls are connected with
each other on the seal seams at
the front walls. The strips cover a
corner at a component inner
side, where the corner is formed
between the material layers. An




independent claim is also
included for a method for
producing a bag.
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