' Met hod of Produci ng a Receptacle and Receptacl e Having Pressure
Conpensati ng Openi ngs The present invention relates to a nethod of
produci ng a receptacle consisting of a sd%stantial1yistiff outer receptacle
and an easily defornabl e i nner bag which are made fromrespectively
different thernoplastic materials that do not forma welded joint wth one
anot her, said receptacle conprising a receptacle opening and at | east one
wal | opening provided in the outer receptacle, through which pressure is
conpensated in the area between the inner bag and the outer receptacle,

wi th a parison, which consists of at |east two tubings, being coextruded
and arranged between the opened hal ves of a blow nold, the blow nold being
cl osed when said parison has reached the length required for producing the
receptacle, the bottomarea of the receptacle to be produced having forned
therein an outwardly projecting web made of welded nmaterial of said outer
receptacle, in which web the wel ded bottom seam of the inner bag is cl anped
and hel d j ' ) hQ gffbﬁﬁgb [ ' ' pressure
medi um fo'r‘néggﬁ‘t’?gtwvﬂdtiﬁﬁ?ﬁg I\%/a of tEgabl?%ﬁn{gFgggﬁgmiﬁoﬁg%%yr romthe bl ow
mol d. Fur Compensating©penibgst i nvention relates to such receptacl es whose
at | east one pressure conpensating opening is fornmed in a special manner. A
met hod of the type In question 1s disclosed rn DE 4T 39 555 C2. The cl osed
and at | east partly wel ded bottom seam of the outer receptacle is forned by
shapi ng the squeeze area of the blow nold at the bottom side in a special
manner, wth excess material being squeezed off and material of the outer

recept acl ¢ 0oi ot ierlioRlrelates to a method of producing a receptacle consisting of a
substantially stiff outer receptacle and an easily deformable inner bag which are
made from respectively different thermoplastic materials that do not form a welded

joint with one another, said receptacle comprising a receptacle opening and at least
one wall opening provided in the outer receptacle, through which pressure is
compensated in the area between the inner bag and the outer receptacle, with a
parison, which consists of at least two tubings, being coextruded and arranged
between the opened haives of a blow mold, the blow mold being closed when said
parison has reached the length required for producing the receptacle, the bottom
area of the receptacle to be produced having formed therein an outwardly projecting
web made of welded material of said outer receptacle, in which web the welded
bottom seam of the inner bag is clamped and held in axial direction, and the_parison
being inflated by a pressure medium for contact with the wall of the blow mold and
removed from the blow mold. Furthermore, the present invention relates to such
receptacles whose at least one pressure compensating opening is formed in a
s_pecial manner.

A method of the type in question is disclosed in DE 41 39 555 C2. The closed and at
least partly welded bottom seam of the outer receptacle is formed by shaping the
squeeze area of the blow mold at the bottom side in a special manner, with excess
material being squeezed off and material of the outer receptacle being united at




2 sides to forma web of kite-shaped cross-section fromwhich the wel ded
bottom seam of the inner receptacle slightly recedes towards the interior
of the receptacle due to the inpact presgure built up in the cavity formng
the web, so that the material of the outer receptacle is wel ded together
over part of the web. The weld seam of the inner bag is clanped in the area
positioned thereabove. The projecting web provided at the bottom of the
outer receptacle may al so have a different cross-sectional shape, for
instance an arched shape. As for the formation of the welded bottom seam of
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outer receptacle which are formed in that the coextruded bl ank has a
di anmeter which is greater_than the neck portiaon of the blow nold, so that

the bl anids frdhe derreation of the welded botoreseamiafitem outel receptrslerandkther t he
" ecent acl ga ity ofth8 WA Sede Br X inRPBag Brévisd &t ffbutidth <fld, Bttt 9

excess
reference is here made to the content disclosed in DE 41 39 555 C2.

A pump for discharging the receptable contents received in the inner bag may be
provided on the receptacle opening of the receptacle of the type in question.
However, the receptacle may also be a squeeze-type receptacle in the case of which
the outer receptacle is squeezed together by hand to subsequently assume its initial
shape again. '

In the receptacle which is known from DE 41 39 555 C2, pressure compensation
which becomes necessary due to a decrease in volume of the inner bag, which has
been caused by the discharge of the receptacle contents, is carried out with the aid
of unwelded shoulder seams of the outer receptacle which are formed in that the
coextruded blank has a diameter which is greater than the neck portion of the blow
mold, so that the blank is squeézed off in the shoulder portion and on the neck of the
receptacle to be produced when the blow mold is blosed for eliminating excess
material. This is done without the formation of an outwardly projecting web as in the
case of the bottom seam so that, during the smooth squeeze-off operation in the
squeeze area of the shoulder portion and of the neck portion, material of the inner
bag remains between the spaced-apart material of the outer receptacle, so that the
last-mentioned material cannot bé-welded together, since the material of the i




"material. This is done without the formation of an outwardly projecting web
as in the case of the bottom seam so that, during the snooth squeeze-off
operation in the squeeze area of the shofl der portion and of the neck '
portion, material of the inner bag remai ns between the spaced-apart

material of the outer receptacle, so that the |ast-nentioned materi al

cannot be wel ded together, since the material of the 3 bag does not
recede. Hence, a closed weld seamis fornmed on the inner bag and ensures a
| eakage- proof inner bag, and air can enter thrgug? t he shoul der seans of
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punp and f%BF?stsHégEBW%a 28- on the two neck halves in a slightly inclined
manner, the two shells may get slightly displaced relative to one anot her,
whereby a step is formed on the upper edge, as a result of which the
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conpensatPyigP @nerwheR the\pump isqutan the twe neckhalves in a slightly inclined manner,
the two shells may get slightly displaced relative to one another, whereby a step is

formed on the upper edge, as a result of which the receptacle is no longer leakproof,
since even a rubber insert provided at this place could not compensafe for the
resulting unevenness. Moreover, only receptacles with shoulder sections can be
provided in the known manner with the open pressure compensating seams,
whereas in the case of so-called wide-necked vessels, which are devoid of any
shoulder sections, no pressure compensating openings can be formed in this way.

It is the object of the present invention to provide a method of producing pressure
compensating openings in the wall of the outer receptacle in the case of receptacles
of the type under consideration without any leakage problems arising therefrom on
the receptacle dpening. The method is meant to be also applicable to so-called wide-
necked vessels. |

It is also an object to indicate a receptacle which includes pressure compensating
openings in its outer receptacle without the above-mentioned drawbacks being

observed.

These objécts are achieved with the features of patent claims 1, 10 and 11.




"It is the object of the present invention to provide a nethod of producing
pressure conpensating openings in the wall of the outer receptacle in the
case of receptacles of the type under cori deration without any | eakage
probl ens arising therefromon the receptacle opening. The nethod is neant
to be also applicable to so-called w de- necked vessels. It is also an
object to indicate a receptacle which includes pressure conpensating
openings in its outer receptacle w thout the above-nenti oned drawbacks
bei ng observed. These objects are achieved with the features of patent

cl ai ms 1, Arvanptagepus develppsaenistof dbe psesentdnvantiontaresharagtefized imthe

I nvention I zed in the dependent clains. According to the

pr esent |ﬁ@é§9§%ﬁ{$§ﬁ%&all openi ngs of the outer receptacle are forned
subsequent to the blow nolding process in that at |east one, preferably two

or even nore openings are cut, punched, punctured or pierced intqQ the wall
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adjacent inner bag in a reliable manner. The reasoﬁ for this is that certain tolerances
of the wall thickness of the outer receptacle are unavoidable and that in practice
there are no measuring methods in the present case for measuring the respective
wall thickness with an extremely great accuracy so as to guarantee a complete
mechanical severing through the wall of the outer receptacle and to ensure full
protection of the inner bag against the cutting operation, etc. According to the
invention the remaining inner wall section is then broken open or torn up by applying
a force. The inner bag cannot be damaged thereby.

In a development of the present invention, the measure which is taken in a first
method consists in that the at least one wall opening, preferably two (or even more)
wall openings are formed in that a cut or notch is cut or punched into the wall of the
outer recéptacle or is formed by means of a laser, said cut or notch penetrating
through the wall except for a small residual wall section, and that the residual wall
section is opened by applying a force.

This cutting or punching process takes place in a preferably non-cutting manner with
a sharp knife or a punching tool or by means of a laser, so that no particles detach
that would have to be sucked off if a possible contamination was to be ruled out.
However, it is also within the scope of the present invention that a small amount of

wall material can be cut away if, for instance, a slightly larger wall opening is desired




" ‘mechani cal severing through the wall of the outer receptacle and to ensure
full protection of the inner bag against_the cutting operation, etc.
According to the invention the remaining”inner wall section is then broken
open or torn up by applying a force. The inner bag cannot be damaged

t hereby. In a devel opnent of the present invention, the neasure which is
taken in a first nethod consists in that the at |east one wall opening,
preferably two (or even nore) wall openings are forned in that a cut or
notch is cutf or unche |Q£o the of .the outer re&E cle or. is fornmed
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opened by applying a Torce. THis cutting or punching process takes place in
a preferably non-cutting manner with a sharp knife or a punching tool or by
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circular movement that it cuts a notch into the receptacle wall, with the notch
extending through the wall of the outer receptacle, except for a small wall thickness
left for safety reasons. For instance, when the outer receptacle has a wall thickness
of from 0.7 mm to 0.9 mm, there remains preferably an uncut wall section of 0.2 mm.
The outer receptacle may e.g. consist of polypropylene without the invention,

however, being limited thereto.

Furthermore, the apparatus of the invention may include a through hole which leads
up to the receiving chamber of the receptacle and through which a breaking ram may
be advanced for breaking up the residual wall section. To this end the receptacle
should be turned in the receiving opening of the clamping block in such a manner
that the breaking ram impinges on one side of the notch or the cut when being
pushed forwards by the application of an advance force. As a consequence, the very
thin residual wal!' section will break open or will be torn up, whereby a pressure
compensating opening is formed in the receptacle wall. The cutting operation and the
breaking of the opening may also be carried out in one step by joining knife and
breaking ram to obtain one unit and by jointly pivoting said members, with the
breaking ram impinging on the outer receptacle wall.

The pressure compensating openings can be formed at any desired place of the




‘receptacl e, which has preferably already cool ed down. The cl anpi ng bl ock
may have forned therein a slot which extends up to the receptacle wall and
has a knife projecting thereinto, with theé’knife being pivotably held

out side the cl anping bl ock. Wien the knife is being pivoted by a drive

- means, the knife tip perfornms such a circular novenent that it cuts a notch
.into the receptacle wall, with the notch extending through the wall of the
- outer receptacle, except for a small wall thickness left for safety

- reasons. For instance, when the outer receptacle has a wall thickness of
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consequence, the very thin residual wall section will break open or will be
torn up, whereby a pressure conpensating opening is formed in the

recept acl eAwdaﬂdmthbeth@Lﬁrbsagt moehﬂén e pressufe chmpalisaingbpéhings cani diso BBY
al so be carried out in one p by joining knife and breaking ramto obtain

~one unit afemed indhak 'ﬂ)ﬁhﬁlm@ﬂl 3|d§?ﬂ Bracess &t leashpng, preferabbayagr mare

L b2 79, BlgHiE o8 di8T6haT Yin'S) el Wied BYorr AR Al o Beifa, 19°

r ecept acl ereneptacb,tanmthaidhe bhlglhgi portionst arercut off, preferably again with the
exception of a small residual wall section left for safety reasons, with the residual wall
section being then opened by applying a force. The bulging portions may be small
ribs or, for instance, dome-shaped projections which are created by corresponding
recesses formed in the wall of the blow mold. The indented portion, i.e. the inner wall
of the outer receptacle, is preferably withdrawn inwards relative to the outer wall
which surrounds the bulging portion, namely by the residual safety wall thickness,
e.g. by 0.2 mm which will remain when the bulging portion is cut off such that the
residual wall section is in alignment with the surrounding outer wall. Of course, the
removal of the bulging portion is not limited to a single cutting operation; rather, the
bulging portion may also be removed, for instance, by milling or grinding. The
residual wall section which has been left for safety reasons can then be opened
again by applying a force.

According to a further feature which is suggested in the present invention, the at least -
one pressure-compensating wall opening can also be formed by puncturing or
piercing the wall of the outer receptacle, with a medium being blown or sprayed
against the wall of the inner receptacle after the wall has been fully cut through. This
medium should be under such a high pressure that the inner bag is lifted to a
sufficient degree from the outer receptacle, i.e., it is pressed inwards to ens o




"6 end. This means that w de-necked vessels can al so be provided with
pressure conpensating openings in the inventive manner. The residual wall
section, which has been left for safety r€asons, can be broken open or torn
up not only by applying a force of pressure to one side of the cut opening,
but there are also many other possibilities of opening the thin residual
wal | . According to the present invention the pressure conpensati ng openi ngs
can also be fornmed in that in the bl ow nolding process at | east one,
preferablﬁ1tmo or more bul gin portlons are formed with an inner indented
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relative to the outer surroun gl ng portion,
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t he bul gi t off such that the residual wall section is in
al i gnnent B&Avfﬁéf,h@ngté'g% nding outer wall. O course, the renoval of the
bul ging portion is not limted to a single cutting operation; rather, the
bul gi ng portion ﬁ%{ al so_be renoved, for instance, by mlling or gri ndi ng.

The resi diltheall ok the stiffiovler saceptaciee the regeptacle owfeswent;a@ eopptisestaten
be openediagble PYreddidlol} b 8r hf¥rs ‘Pressure-compensating openings which are either

- partly cut or punched into the wall of the outer receptacle and are then torn up, or
which are formed by puncturing or piercing the outer wall. Hence, as far as the
receptacle is concerned, unwelded seam points which on the receptacle neck might
lead to leakage problems in the case of the receptacle discussed above with respect
to the prior art are not found on the outer receptacle.

The production method of the invention makes it possible that the coextruded blank
has a diameter which is smaller than the diameter of the receptacle neck, because
no excess material has to be squeezed off in the shoulder portion for forming
unwelded outer-receptacle seams. This, in turn, makes it possible that in the bottom
area the squeeze seam has a length smaller than the diameter of the receptacle to
be produced.

Essential componehts of an apparatus are described in the following text in a largely
diagfammatic manner for carrying out the steps of the invention regarding the
formation of pressure-compensating openings in the wall of a receptacle produced in
the coextrusion-type blow molding process.

Fig. 1 is a largely schematic side view showing essehtial componenfs of the




“According to a further feature which is suggested in the present invention,
~the at | east one pressure-conpensating wall opening can also be forned by
puncturing or piercing the wall of the ouBer receptacle, with a nmedi um
bei ng bl own or sprayed against the - wall of the inner receptacle after the
wal | has been fully cut through. This nmedium shoul d be under such a high
pressure that the inner bag is |lifted to a sufficient degree fromthe outer
receptacle, i.e., it is pressed inwards to ensure that 7 the inner bag
is not injured by the puncturing or piercing needle which has been pushed
or pierced through @pPaftus; amdthe outer receptacle. This can be
acconplished in that the puncturing or piercing needle has a central
channel which communicates with the source of the nedium so that at the

nonent when t h@Figudds artopyiew opithe @pparatas dccondimptesFighiough the wal | the
pressure nediumis blown or sprayed through the tip of the needl e agai nst
the wall of the inner bag. The nmediumnmay, e.g., be water, air or a gel. In
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problenms in the case of the receptacle discussed above wth respect to the
prior art holdinggeviceéund on the outer receptacle.

The clamping block 1 has formed therein a slot 3 which terminates in the cavity and
has a knife blade 4 projecting thereinto, the knife blade 4 being secured to a knife
holder 5§ which, in turn, is held by a pivot arm 6. The pivot arm is rotatable about an
axis 7, namely 'by means of a drive device (not shown).

The tip of the knife blade 4 is pivoted along such a radius that a cut is made in the
shoulder portion of the receptacle 2 through the wall of the outer receptacle, with the
cut cutting through the wall, except for a srhall wall thickness left for safety reasons.
To adjust the radius of the knife blade, the knife holder 5 is secured over a selected
length to the pivot arm 6; for this purpose the knife holder may, e.g., be provided with
an elongated hole 8 through which a fastening screw 9 extends.

It goes without saying that the cut or notch provided in the wall of the outer
‘receptacle can be made at any desired point of the peripheral wall, or also of the
bottom, and that the receptacle need not have a shoulder portion for this purpose.

Moreover, the clamping block 1 contains a through hole 10 which leads into the
receptacle receiving chamber and through which a breaking ram (not shown) can be
advanced against the receptacle wall. To this end, the receptacle 2 is turned in the
receptacle receiving chamber to such an extent that the through hole 10 terminates - -
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- The production nmethod of the invention nmakes it possible that the
coextruded bl ank has a dianeter which is snmaller than the dianeter of the
recept acl e neck, because no excess nateri 8 has to be squeezed off in the

. shoul der portion for form ng unwel ded outer-receptacle seans. This, in.

. turn, nmakes it possible that in the bottom area the squeeze seam has a

. length smaller than the dianeter of the receptacle to be produced.

Essential conponents of an apparatus are described in the following text in
a largely diagrammatic manner for carrying out the steps of the invention
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cl anmpi ng block 1 includes a receiving chanber which matches the outer
contour of the upper part of a receptacle 2 which has been produced in a
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bel ow i nto The cavity I ng ock ahd, although this i s not shown
i n the fi gnoasted on agoint frathe htrei n by a hol di ng devi ce. The cl anpi ng bl ock
1 has forned therein a slot 3 which termnates in the cavity and has a
knife blade 4 projecting thereinto, the knife blade 4 being secured to a

knife When preferably two pressure compensating openings are formed in the wall of the
outer receptacle, the inner bag is removed from the outer receptacle by applying a
vacuum to the receptacle opening for avoiding any adhesion between inner bag and
outer receptacle. The inner bag is here expediently subjected to a leakage test. The
inner bag is then again placed on the outer receptacle by applying excess pressure,
so that the receptacle is ready to receive the contents intended for the receptacle.
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- holder 5 which, in turn, is held by a pivot arm6. The pivot armis
r ot at abl e about an axis 7, namely by means of a drive device (not shown) .
The tip of the knife bl ade 4 is pi vot ed apong such a radi us \a\cut i's

made in the shoul der portion of the receptacle 2 throu l’mm?’ of \We\
I

outer receptacle, with the cut cutting through the wal /Wlﬁ

wal | thickness |eft for safety reasons. To adjust the radi 6s O

bl ade, the knife holder 5 is secured over a selected length to the p|V0t
arm6; for this purpose the knife holder may, e.g., be provided with an

el ongat edPatent Claims ough which a fastening screw 9 extends. It goes without
saying that the cut or notch provided in the wall of the outer receptacle
can be nmade at any desired point of the peripheral wall, or also of the
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the recep ac rned I'n e rece vin nber to such an
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shows that the clanmp ock 1 and the pivotable knife assenbly can
mount ed oleaat o mblmgagaemg coextruded and arranged between the opened halves of a
biow mold, the blow mold being closed when said parison has reached the length
required for producing said receptacle, excess material being squeezed off in the
bottom area of the receptacle to be produced, and an outwardly projecting web made
of welded material of said outer receptaclie being formed, in which web the welded
bottom seam of the inner bag is clamped and held in axial direction, and said parison
being inflated by a pressure medium for contact with the wall of the blow mold and
removed from said blow mold,
characterized in
that said at least one wall opening is formed in that a cut or a notch is cut or punched
into the wall of said outer receptacle to penetrate through the wall, except for a small
residual wall section, and that said residual wall section is opened by applying a
force.

2, A method according to claim 1,
characterized in that said punching or cutting operation is performed in a non-cutting
manner.

3. A method of producing a receptacie consisting of a substantially stiff outer
receptacle and an easily deformable inner bag which are made from respectively
different thermoplastic materials that do not form a welded joint with one another,

l

said receptacle comprising a receptacle opening and at least one wall opening
_ @e\(\,\gter dbef:a,




When preferably two pressure conpensati ng openings are formed in the wall
of the outer receptacle, the inner bag is. renoved fromthe outer receptacle
by applying a vacuumto the receptacle op1e1ni ng for avoidi ng any adhesi-on
between inner bag and outer receptacle. The inner bagm"mm ntly
subjected to a | eakage test. The inner bag is then a b mﬂfmﬁ we .
outer receptacle by applying excess pressure, so that tHe receptacl e is
ready to receive the contents intended for the receptacle. 10 Patent

Clainms 1. A nmethod of producing a receptacle consisting of a
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clanped and held in axial direction, and said parison being In
pr egg ure REdgISAmbeing fiatedby @inrassure madium foriaentaat with-theowalh of the blow

mold and removed from said blow mold,

characterized in

that said at least one wall opening is formed in that a small bulging portion is formed
with an inner indented portion in the wall of said outer receptacle, and that said
bulging portion is cut off or removed, except for a small residual wall section, and
said residual wall section is opened by applying a force. -

4. A method according to any one of claims 1 to 3,
characterized in that said residual wall section is torn open.

5. A method according to claim 4,
characterized in that the wall is pressed inwards at one side of said notch or cut.

6. A method according to claim 3,
characterized in that said bulging portion is cut off in such a manner that the residual
wall section is in alignment with the surrounding outer wall.

7. A method of producing a receptacle consisting of a substantially stiff outer
receptacle and an easily deformable inner bag which are made from respectively
different thermoplastic materials that do not form a welded joint with one another,
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said receptacle comprising a receptacle opening and at least one wall opening ‘%%'-;.g\_glez %\




* renoved fromsaid blow nold, characterized in that said at |east one wall
opening is forned in that a cut or a notch is cut or p m ' E“lmﬁ“ﬁ”
of said outer receptacle to penetrate thr13ugh t he wal | Hmm l““ |1
residual wall section, and that said residual wall secti*on®is*ogenéd By
applying a force. 2. A nmet hod according to claim1l1, characterized in that
sai d punching or cutting operation is perforned in a non-cutting manner. 3.

A nmet hod of producing a receptacle consisting of a substantially stiff
outer receptacle and an easily defornmable inner bag which are made from
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for producing said rece e, W excess material belng~squeeze
t he bot t otheabetiomfarenofitbe ceceptacietto hecpnoduded.cand an outwardiy prajetiting web

Porea, 1 A ot RefBet matif G SRt rentiid bBING ornER BLified e fed and
hel d i n aweldedbo@6in seam dfithe iinér bag is clamped and held in axial direction, and said

parison being inflated by a pressure medium for contact with the wall of the blow

mold and removed from said blow mold,

characerized in _ | _

that said at least one wall opening is formed in that the wall of said outer receptacle

is punctured or pierced, and that, when the wall of said outer receptacle has been

fully penetrated, a medium is blown or sprayed against the wall of said inner bag.

8. A method according to claim 7,
characterized in that said medium is blown or sprayed through a hole of a puncturing
needie or a piercing means. | '

9. A method according to claim 7 or 8,
characterized in that said medium is air, water or a gel. '

10.  Areceptacle consisting of a substantially stiff outer receptacle and an easily
deformable inner bag which are made from respectively different thermoplastic
materials that do not form a welded joint with one another, said receptacle
comprising a receptacle opening and at least one wall opening provided in the outer
receptacle, through which pressure is compensated in the area between the inner
bag and the outer receptacle, with said outer receptacle including a closed bottom in
which the weld seam of said inner bag is clamped,
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par| son being inflated by a pressure nmedi um for conW

the bl ow nold and renoved from said bl ow pold, char eriz \‘\‘\ aid
at | east one wall opening is forned in that a snall Yﬁﬁ& R

formed with an inner indented portion in the wall of em r&cept acl e,
and that said bulging portion is cut off or renoved, eXCept for a small
residual wall section, and said residual wall section I s opened by appl ying
a force. 4. A nmet hod according to any one of claims 1 to 3, characterized

in that said residual wall section is t A et hod accordin

claim ¢, Snsecistend faichak lopRLoNR NS GPERIAE BT i B8 PHRCIAE T9p SaIKh(
sai d not Qfﬁﬁﬁ ndA§F§H@H$n§PPQEd'ng to claim 3, characterized in
B por?lo

t hat sai ulgln I'n such a manner that the residual
wal | section is in alignment with the surrounding outer wall. 7. A et hod
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joint with one another, said receptacle conprising a receptacle opening and

at | east roaterialg thabgemqtgorm aprveldeddeoint withreneranether,said reeeptaclenr ough
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bei ng coerebeplée_té Mughmobﬁrésstumw compensateetiinthe\area Wetween the inner
bag and the outer receptacle, with said outer receptacle including a closed bottom in
which the weld seam of said inner bag is clamped,
characterized in that said at least one wall opening of said outer receptacle is pierced
or punctured.




Bl ow mol d, the bl ow nold being cl osed when said parison has reached the

| ength required for producing said receptgcle, wth excess material being
squeezed off in the bottomarea of the ré eptacl e to be produced, and an
“outwardly projecting web nmade of welded material of said outer receptacle
being forned, in which web the wel ded bottom seam of the inner bag is
clanped and held in axial direction, and said parison being inflated by a
pressure nedium for contact with the wall of the blow nold and renoved from
said bl ow mol d, characerized in that said at |east one wall opening is
formed in that the wall of said outer receptacle is punctured or pierced,
and that, when the wall of said outer receptacle has been fully penetrated,

a mediumis blown or sprayed against the wall of said inner bag. 8. A
met hod ac@hstitact to claim 7, characterized in that said mediumis blown or
sprayed through a hole of a puncturing needle or a piercing nmeans. 9. A

nmet hod according to claim7 or 8, characterized in that said nediumis air,

wat er or dhgeteceptacle & prodapédin a coertrusibhitgp®blow mdldingProoessy and icbhsiets er
receptacl e _and_an easily deformabl e inner bag which are nade from
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formed in the outer receptacle by the measures that a notch is cut in, except for a
small residual wall thickness, and that the residual wall section is torn open by

applying a force.




18 characterized in that said at | east one wall Jpening Is partly cut or
punched into said outer receptacle and i's partiy torn open. 11. A
receptacl e cOXQ98PI28Y of a substantially stiff outer receptacl PCHBEH01250
easi |y deformabl e inner bag which are madd1from respectively different

t hernopl astic materi al s_that

do pnot farma welded iqint with one anaother

said receptacle conprijsing a
opening provided in the outer

conpensated in the arga between the inner bag and the outer recg
acl e including a closed bottomin which

wi th said outer recept
of said inner bag ijHjjql anped,

openi ng of said out receptacle is pierced or punctured. Y 2

recept acl e openi ng and at |east one wal l
receptacle, through which pressure,is ,
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