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PA - FURUUCHI KINUE

TI - APPARATUS AND METHOD OF MANUFACTURING LONG ARTICLE FOR BAG

AB - PROBLEM TO BE SOLVED: To obtain an apparatus and method  of manufacturing long 
articles for bags, capable of mass-producing plastic bags as long articles configured by 
folding a tube-shaped resin material in a perpendicular direction to the center shaft of 
the tube, and bonding one end thereof while each bag can be separated.SOLUTION: Long 
articles are unreeled from a resin roll that is wound while a thin flexible tube made of 
resin is pressed in a long article shape with a predetermined width are sequentially 
folded in a perpendicular direction to a delivery direction by first and second folding 
means 12, 13 that use triangle plates. Then, the long articles that have been subject 
to heat seal at predetermined intervals by a heat seal means 14 has perforated 
lines processed by a perforated line processing means 15.
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PA - DUMM RICHARD H [US]

TI - Feeding method  using a flexible heat treatment and storage bag

AB - Flexible, collapsible, liquid-tight containers are described. The containers are typically 
formed of sheet material and having a pouring or dispensing spout with closure for 
same. The sheet material is preferably a laminate having at least three layers, including 
a central, heat-conductive layer, an outer layer of a polymer  resistant to physical 
damage and an inner layer of a thermoplastic polymer  which can be fused to another 
inner layer to seal the edges of the bag. Dispensing fixtures such as a nipple assembly 
and an esophageal feeder are described, and can be used in feeding calves and other 
young animals. Processes of heat treating liquids in the containers, including the 
pasteurizing of dairy products, are described. Methods of using the containers for 
feeding animals are also described.
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全文
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EQUIPMENT CO LTD)
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PA - (A)
SHENZHEN TRONY SOLAR CORP

TI - (A)
Enhanced flexible solar cell assembly and packaging method  thereof

AB - (A)
The invention relates to a structural piece of a flexible solar cell assembly with an 
enhanced back plate and a packaging process for the structural piece, belongs to the 
technical field of solar cells and aims to solve the problem that due to plastic
deformation of the flexible solar cell assembly, the output voltage is reduced. The 
packaging method  has the technical characteristics of preparing the front plate and the 
back plate of the cell assembly by using high polymer  materials, fiber fabrics and 
enhanced fiber fabrics of which the thicknesses are 0.1 to 1.0mm; placing laminated 
sheets which are made of plain woven materials into a high temperature resistant 
vacuum sealing bag; vacuumizing the bag to seal the assembly; and heating and 
pressurizing the bag by using a high-pressure autoclave. The flexible solar cell 
assembly has the advantages that the weight is reduced greatly, the total weight of a 
mounting structure is 25 to 30Kg/square meters, the tensile strength of 0.5 percent of 
elongation variable is over 300MPa, and the flexible solar cell assembly with the 
flexibility is suitable for curved surface and other non-planar mounting structures.
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全文
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[ ]     沐俊应 等,
       "<<柔性染料敏化太阳能电池
Ti02薄膜的低温制备技术>>", <<
化工新型材料>>, (20070331)​, 
vol. 35, no. 3

CCA - Y02E10/549  

PA - (A B)
UNIV CHINA MINING

TI - (A B)
Method  for preparing flexible-
substrate solar cell 
photoelectrode at low 
temperature

AB - (A)
A method  for preparing 
a flexible-substrate solar cell 
photoelectrode at a low 
temperature belongs to methods
for preparing solar cell 
photoelectrodes. The method
includes: firstly, using the water 
bath method  to prepare 
titaniferous and element-doped 
colloid; secondly, cleaning 
a flexible  conductive plastic
substrate for surface seeded 
preprocessing; using a high 
temperature resistant adhesive 
tape to cover one face of 
the processed substrate, 
immersing in the prepared 
colloid and transferring the 
substrate and the colloid into a 
high pressure resistant container
together; adding decomposing 
agent in the high pressure 
resistant container, and 
quickly sealing the container for 
microwave heating, so that 
the flexible-substrate solar cell 
photoelectrode is prepared at 
the low temperature. The method
has the advantages that firstly, 
the whole preparation process is 
performed at the temperature 
ranging from 80 DEG C to 100 



ranging from 80 DEG C to 100 
DEG C, so that damage of 
the flexible conductive plastic
substrate is prevented; secondly, 
the flexible-substrate solar cell 
photoelectrode can be prepared 
at low temperature, and 
preparation of the solar cell 
photoelectrode high in 
photoelectric conversion 
efficiency is realized; and 
thirdly, longtime subsequent 
high-temperature crystallization 
is not needed.
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TI - (A1)
Producing a three dimensional carrier part laminated with a layer of material in a 
molding tool, comprises forming a pressure bell with a first mold half and forming the 
carrier part with a second mold half in a defined arrangement

AB - (A1)
The method  of producing a three dimensional (3D) carrier part (6) laminated with a 



layer of material in a molding tool (9)​, comprises forming a pressure bell (17) with a 
first mold half (10) and forming the 3D carrier part with a conservative second mold 
half (160) in a defined arrangement, where the laminate is a flat laminate having a 
single layer or multilayer, or a flexible transfer film with a cut of such a laminate, and 
introducing the laminate or the transfer film provided with the laminate cut into the 
pressure bell of the first mould half. The method  of producing a three dimensional (3D) 
carrier part (6) laminated with a layer of material in a molding tool (9)​, comprises 
forming a pressure bell (17) with a first mold half (10) and forming the 3D carrier part 
with a conservative second mold half (160) in a defined arrangement, where the 
laminate is a flat laminate having a single layer or multilayer, or a flexible  transfer film 
with a cut of such a laminate, introducing the laminate or the transfer film provided 
with the laminate cut into the pressure bell of the first mould half, where the pressure 
such as compressed air is immediately and directly applied into the pressure bell 
under a fluid pressure of 20-300 bar with the help of the fluid, and forming isolated and 
laminated 3D carrier part via connecting an active adhesive layer within 5 seconds. The 
two mold halves are arranged separately in a pressure-tight manner. A heat-activatable 
adhesive: is activated or prepared in an active state, held on the 3D carrier part and/or 
the laminate, and is activated at the temperature of 75-130[deg] C, where a part of 
the heat-activatable adhesive is heated  inside the closed mold to its activation 
temperature or higher temperature by electric heaters  or heating elements, which are 
arranged in the pressure bell of the first mold half; and contains infrared radiation 
and/or UV light-absorbing photo initiators. The pressure within the interior of the 
second mold half, in which the 3D carrier part is kept, is lowered to a value of = 30 kPa 
before introducing the fluid pressure medium into the pressure bell of the first mold 
half. The laminate after clamping of the laminates or the laminate with the transfer film 
provided cut after clamping of the transfer film complies a distance to the 3D carrier 
part between sealing surfaces of the two mold halves, and the laminate or the laminate 
layer material with the transfer film provided cut after the warming activates the 
adhesive at the concern side of the layer material on its activation temperature, where 
after lowering the pressure in the interior of the second mold half to a value of = 30 kPa 
a distance remains to 3D carrier part before the fluid pressure medium is introduced 
into the pressure bell of the first mold half. The layered material or the laminate 
transfer film provided cut complies a distance to 3D carrier part. The molding tool is 
associated with an evacuable vacuum container, and the pressure in the interior of the 
second mold half is lowered in such a way that a flow connection is generated between 
the interior and the pre-evacuated vacuum vessel. The exposure of the laminate or the 
transfer film laminate with cutting to the high fluid pressure continues for 2 seconds 
after the laminate or the laminate provided with the film cutting contacted the 3D 
carrier part for the first time. The heating of the adhesive is carried out simultaneously 
with or after lowering the pressure in the interior of the second half. A layer of heat-
activatable adhesive is applied on the planar side of the material layer by screen 
printing or transfer printing process or by using direct coating. The laminate comprises 
a plastic film, which comprises a structured surface on the view side turned away to the 
3D carrier part. The cut of the laminate is stored on a transfer film, which is 
coordinated to the 3D carrier part. The laminate-cutting provided transfer film is 
clamped in the pressure-tight manner between the two sealing surfaces of the two mold 
halves that are separated from each other. The laminate cutting located on the transfer 
film is completed on the 3D carrier part. An independent claim is included for a device 
for producing a three dimensional carrier part.
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TI - (A B)
Preparation method  of flexible packed super-capacitor

AB - (A B)
The invention discloses a preparation method  of a flexible  packed super-capacitor. The 
improvement of the invention includes that a liquid injection pipe with a copper bar is 
inserted into one side of an aluminum-plastic film bag after an electrical core is 
arranged in the bag, the open part and the joint part of the bag and the pipe are heat-
sealed under the temperature of 200-300 degrees Celsius; the copper bar is pulled out 
and the bag is vacuumized to be under 0.05-0.09MPa, then is injected with electrolyte 
and laid aside for 8-12 hours under normal temperature, and then has 
formation process; the bag is vacuumized along with the formation, meanwhile, the 
inside pressure of the bag is kept within 0.01-0.05MPa, and the lost electrolyte is 
supplemented after the formation; finally, the protruding part of the liquid injection 
pipe is released from heat seal. The super-capacitor produced in the method  has no gas 
expansion, avoids potential explosion danger, and guarantees good security and 
reliability; furthermore, the invention can ensure sufficient capacitance, improves the 
coherence of single body combination and cycle life of the module, and obtains 
excellent charge-discharge performance.
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PA - LOHIA STARLINGER LTD [IN]​; 
LOHIA AMIT KUMAR [IN]

TI - A DEVICE AND A METHOD FOR 
MAKING A DOUBLE FOLD

AB - The present invention is related 
to operations where a fabric (1a) 
or a bag made from it is folded 
before it's either stitched or heat
welded into a seam. The present 
invention provides a device that 
forms a double fold in flexible
sheet materials (1a) in a single 
continuous automated process. 
The device accepts the running 
sheet material which passes 
through an arrangement of 
mechanical parts such that the 
double-fold formed is of uniform 
width, without irregularities 
such as creases, and operates 
independently of type of fabric. 
This facilitates effective stitching 



or sealing of the fold and in turn 
a more effective seam or a joint. 
The invention is useful in making 
double folds in any flexible  sheet 
material or fabric such as those 
used in the garment industry or 
in paper product industry, or the 
sheet rubber or sheet plastic
industries and similar other 
industries.
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DEAERATED PACKAGED FROZEN SUSHI, PROCESS FOR PRODUCING THE SAME AND METHOD
OF COOKING

- (B2)
Deaerated packaged frozen sushi, process for producing the same and method  of 



cooking

AB - (A1 B2)
There is provided a microwavable vacuum-packed frozen sushi product comprising: 
a flexible plastic packing bag which is vacuumed to a pressure of 50 to 600 mmHg and, 
in the pressure-reduced state, hermetically sealed; an open-topped plastic box placed in 
the plastic packing bag; a laminated metal foil placed on the bottom of the plastic box; 
and a sushi product placed in the plastic box with its sushi material or materials in 
contact with the laminated metal foil; the microwavable vacuum-packed frozen sushi 
product being such that an inner surface of the plastic packing bag is in contact with a 
rice section of the sushi product; and the plastic packing bag, the plastic box, the 
laminated metal foil and the sushi product are frozen together in a unified form, in 
which water vapor emanating from the sushi product in the thawing flow through a 
space formed around the sushi product to effect heating of the rice section and the 
sushi material or materials of the sushi product, thereby diminishing temperature 
unevenness in the sushi product after the thawing, and which is suitable for mass 
production.
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DEAERATED PACKAGED FROZEN SUSHI, PROCESS FOR PRODUCING THE SAME AND METHOD
OF COOKING

- (B2)
Deaerated packaged frozen sushi, process for producing the same and method  of 
cooking

AB - (A1 B2)
A microwavable vacuum-packed frozen sushi product comprising: a flexible microwave-
safe plastic packing bag which is vacuumed to a pressure of 50 to 600 mmHg and, in the 
pressure-reduced state, hermetically sealed; an open-topped plastic box placed in said 
packing bag; and a sushi product placed in said box; said vacuum-packed frozen sushi 
product being such that a space is formed in said packing bag in the pressure-reduced 
state around said sushi product and the space has, in total, a volume 0.1 to 0.7 times 
that of said sushi product; an inner surface of said packing bag is in contact with an 
upper surface of said sushi product; and said packing bag, said box and said sushi 
product are frozen together in a unified form. Water vapor generated during thawing is 
allowed to flow through a space formed between the sushi material and the box and the 
packing bag to heat a rice section and a material or materials, thereby providing the 
sushi product with diminished unevenness in temperature distribution.
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TI - Bag for infusion solution and method  of manufacturing same

AB - A bag for an infusion solution has front and back wall portions each formed of 
a flexible plastic film and provided with a plurality of chambers which are filled with 
one infusion solution and another infusion solution or medicament, independently. The 
chambers are sectioned by a boundary portion having at least one weak seal portion 
which is closed by separably bonding inside surfaces of the plastic films mutually 
facing at the boundary portion so that the one infusion solution and the another 
infusion solution or medicament in the respective chambers are mixed together when 
the weak seal portion is opened. The weak seal portion is formed by applying a 
separable coating material, which provides a reduced bonding strength in a heat
sealing process, on one or both inside surfaces of the plastic films mutually facing at the 
boundary portion and then effecting heat sealing process to the boundary portion. The 
separable coating material is applied in a form of a dot-pattern through a 



printing process.
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